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ABSTRACT
The SNAP-8 program has developed the technology base for one class
of multikilowatt dynamic space power systems. Electrical power is gen-
erated by a turbine-alternator in a mercury Rankine-cycle loop to which
heat is transferred and removed by means of sodium-potassium eutectic alloy
subsystems. . . - - _ _ _ ^ .
Final system overall criteria include a five-year operating life,
restartability, man rating, and deliverable power in the 90 kWe range.
The basic technology has been demonstrated by more than 400,000
hours of major component endurance testing and numerous startup and shut-
down cycles. A test system, comprised of developed components, delivered
up to 35 kWe for a period exceeding 12,000 hours.
The SNAP-8 system baseline is considered to have achieved a level
of technology suitable for final application development for long-term
multikilowatt space missions.
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FOREWORD
The work described in this final report of the SNAP-8 electrical
generating system program was performed by Aerojet-General Corporation,
Azusa, California from I960 to 1971. The work was directed by NASA Lewis
Research Center under contracts NAS 5-4l7 and NAS 3-13^ 58.
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SUMMARY
The SNAP-8 program has developed the technology base for one class
of raultikilowatt dynamic space power system. The final SNAP-8 system overall
criteria includes a five-year operating life, restartability, man rating, and
deliverable power in the 90-kWe range. Electrical power is generated by a
turbine-alternator in a mercury Rankine-cycle loop to which heat is transfer-
red and removed by means of sodium-potassium eutectic alloy subsystems.
The predominant amount of SNAP-8 development effort was directed
toward establishing a 35-kWe system. The major system components have been
designed, fabricated, and tested under steady-state, transient, off-design,
and environmental conditions. The components include the turbine-alternator,
pumps, mercury boiler, mercury condenser, and electrical control system.
Requirements have been specified, preliminary designs prepared, and partial
development testing performed for other components including valves,
reservoirs, and heat exchangers. System analysis and design provided the
information that was used to establish component functional and physical
characteristics as well as system and compoment test requirements, and
established the compatibility of the SNAP-8 power conversion system and
nuclear system during startup, shutdown, and steady-state operation. Designs
for possible mission-applicable system configurations have been prepared. A
system state point and required component modifications have been defined for
a 90-kWe SNAP-8 consistent with proven component capabilities.
The validity of the basic technology developed on the program has
demonstrated by more than MX),000 hours of major component endurance testing
at design conditions, and by numerous planned startup and shutdown cycles.
Component material barrier problems have been resolved including selection of
boiler containment and turbine structural materials for high-temperature and'
high-pressure mercury. A test system comprised of SNAP-8 developed
components delivered up to 35 kWe for a period exceeding 12,000 hours. The
reference system start sequence was demonstrated by successful test system
bootstrap startups. Based on the technology established and the demonstrated
component performance, SNAP-8 systems producing up to 120 k¥e of net output
power with a 2Cff0 overall system efficiency have oeen defined for operation
with a 600 kWt heat source.
As a result, the SNAP-8 system baseline is considered to have
achieved a level of technology suitable for final application development for
long-term multikilowatt space missions.
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1.0 INTRODUCTION
1.1 OVERVIEW OF THE SNAP-8 PROGRAM
At the inception of the SNAP-8 program, the U.S. space effort was
in the midst of a rapid expansion. Space power systems were projected for
use in deep-space instrumented probes and electrical power requirements were
projected at levels above the capabilities of systems then available. As " .
one approach to meeting the anticipated space power needs, the decision was
made to develop and extend mercury Rankine-cycle power plant technology for .
eventual space-mission applications. At the initiation of the SNAP-8 project
in May 1960, mercury Rankine-cycle space power technology was embodied in the
SNAP-2 system which had a two-loop mercury Rankine-cycle power system coupled
with a reactor. The net power output from SNAP-2 was 3 kWe; the SWAP-8 ini-
tial requirement, at this time, was for 30 kWe. The ten-fold extrapolation
in system net power output rapidly led to changes which brought mercury
Rankine-cycle power system technology from the SNAP-2 power level to the
present SNAP-8 capability for multikilowatt applications. .
One of the significant changes was to employ a compact mercury con-
denser in conjunction with a liquid metal heat rejection loop rather than to
extrapolate the condensing radiator design used for SNAP-2. The basic system
output power level was increased to 35 kWe when the compact condenser, liquid
metal heat rejection loop approach was adopted.
The present SNAP-8 capability has evolved from a single start,
instrument-rated SNAP-8 system operating at 35~kWe output with 10,000 hour
life, to a restartable man-rated system operating at 90-k¥e output with five-
year life. The SNAP-8 electrical generating system consists of a nuclear
system, power conversion system, and flight radiator system. Heat is trans-
ferred to the mercury loop from the nuclear heat source by means of sodium-
potassium eutectic alloy (NaK) subsystems. Heat is rejected from the mercury
loop to another NaK subsystem which, in turn, radiates the system waste heat
to space. The heat source is required to produce power at levels up to 600
thermal kilowatts, depending upon the system electrical power output.
To establish the present SNAP-8 technology, extensive efforts were
directed toward system analysis and design; component design, development,
fabrication, and testing; materials evaluation; and design and erection of
suitable test facilities. As the overall national space program became more
clearly defined, consideration of lunar landings, space stations, space bases,
as well as deep-space probes had an impact on. potential SNAP-8 mission pro-
files and therefore system design. Consequently, in parallel with the develop-
ment of the .technology required for component design, a continual review and
updating of .component and system requirements was maintained by system analysis
and design efforts. As a result, component designs and design approaches have
been proven for major liquid-metal Rankine-cycle power system components
including the mercury-vapor driven alternator, mercury pump, mercury boiler,
mercury condenser, NaK pumps, valves, coolant-system pumps, instrumentation,
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and electrical controls. Over ^ 00,000 component test hours have been accumu-
lated including more than 12,000 hours of system test operations. During this
time, all material barrier problems were resolved establishing the feasibility
of operating SNAP-8 systems for the long lifetimes specified.
System and component modifications have been defined for a system
capable of producing up to 90-kWe output at an overall efficiency of 15$.
Many existing components can be used in their basic form for the various power
systems in the 35"to-90 kWe range. A product improvement program initiated
from the 90-kWe system baseline would lead to a SNAP-8 system capable of pro-
ducing 120 kWe at an overall system efficiency of-20$ when provided with a
600 kWt heat source, without the need to introduce new technologies. Based on
corroboration of designs through testing and validation of systems and compo-
nent analytical models, SNAP-8 technology has been brought to readiness for
mission application.
1.2 OBJECTIVES OF FINAL REPORT . ;
This SNAP-8 final report has been prepared with the following objectives:
(1) To define the development status of SNAP-8 system and components
at the completion of the current phase of activity.
(2) To record the detailed technology developed in the various pro-
gram disciplines; namely, systems analysis and design, component
design, materials engineering, and test operations; and to re-
cord the significant program achievements.
(3) To identify the technology developed on the SNAP-8 program which
would be of consequence for other governmental and industrial
projects.
(^) To preserve the status of SNAP-8 technology in a manner enabling
continuation of development.of mercury Rankine-cycle power
systems for space missions.
In summary, this report presents the development status of the 90-kWe
and 35-kWe SNAP-8 systems and the components designed and/or developed for these
systems. Contained .within the report are the significant design criteria and
requirements, steps in the development, and an evaluation of performance charac--
teristics for all components and the overall system functions which were under
the cognizance of the Aerojet-General Corporation.
1.3 ORGANIZATION OF FINAL REPORT
The SNAP-8 program final report describes the 90-k¥e and 35~k¥e
systems and component design and operational characteristics. Each major
component is described in a separate section discussing1 function, description,
development background and performance characteristics. The 90~kWe system is
considered to be the baseline for subsequent development of mercury Rankine-
cycle space power systems; however, the 90~kWe system is an extension of the
technology developed for the earlier 35~kWe system: All component development,
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performance demonstration, and endurance testing was accomplished with compo-
nents designed for the 35~kWe system. Therefore, a detailed description of
the 35-kWe system is presented to provide a proper background for the 90~kWe
system design and analysis.
References are listed at the end of the report. Each reference is
available from the National Aeronautics and Space Administration Scientific
Technical Information Facility, P.O. Box 33, College Park, Maryland 207^ 0.
Data from the Aerojet technical files for the SNAP-8 program will be stored
in archives at the NASA Lewis Research Center, Cleveland, Ohio.
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2.0 SNAP-8 PROGRAM DEVELOPMENT
2.1 PRESENT STATUS
In its original concept, the SNAP-8 electrical generating system
was a two-loop Rankine-cycle unit with a nuclear reactor heat source provid-
ing 30 kW of 1000 Hz electrical power for 10,000 hours for instrument-rated
(unmanned) space missions (including power for electrical propulsion). This
concept evolved to the latest system design for a multiple-loop Rankine-cycle -
system providing 90 kW of ^ -00 Hz electrical power for up to five years for
either man-rated or instrument-rated space missions, or operation in a ground
test facility. The original concept was based on providing 30 kW of electri-
cal power when supplied with 300 k¥ of thermal power from a nuclear reactor
heat source. The reactor was designed to provide 600 kWt so that, by combin-
ing two power conversion systems, a total net electrical output of 60 kW
would be available. A basic change in system concept from the original two-,
loop unit to a multiple loop system, incorporating a compact mercury condenser
and liquid metal heat rejection loop, was accompanied by a change to 35 kW of
kOO Hz electrical power. The latest system design could provide 90 kW of
useful electrical power when supplied with the full 600 k¥ of thermal power
available from the nuclear reactor.
This latest system was in the preliminary design stage at the time
of program termination and represents an improvement in the capability and .
performance of the SNAP-8 system for potential use in a wider range of more
demanding space applications. This system is an outgrowth of one designed
to provide 35 k¥ of useful electrical power which represented the major de-
sign, development, and test efforts expended on the overall SNAP-8 program.
The 90-rkWe system design had reached a point where system state-point condi-
tions and major component requirements had been defined, the general system
configuration and component arrangement had been determined, piping layouts
had been initiated in preparation for hydraulic and stress analyses, plans .
were being formulated for a combined nuclear system/power conversion system
test at the NASA Plum Brook Space Power Facility, and a mockup frame (suit-
able for use in the combined systems test) had been fabricated. Many of the
major components to be incorporated in the 90-kWe system are either identical
to, or minor modifications of, components proven during the development of
the SNAP-8 35-kWe system. The most notable exception is the turbine assembly
which requires a new design, but one that is based on the mercury turbine
technology developed on the SNAP-8 program.
The SNAP-8 system, as presently conceived, could provide 90 kW of
^00 Hz useful electrical power when 600 kW of thermal power are provided with
a heat source nominal outlet temperature of 1220 J?. The system can be uti-
lized for either man-rated or instrument-rated space missions,, and can operate
unattended, continuously for periods up to five years. The 90-kWe system de-
sign provides a base point for planners of future space missions from which to
evaluate electrical power availability against power requirements; furthermore,
it provides a technology base for reactivation of the development of multi-
kilowatt mercury Rankine-cycle space power systems.
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2.2 EVOLUTION OF THE MULTIPLE-LOOP SYSTEM
2.2.1 Two-Loop System ."
The SNAP-8 development program, started in May 19^ 0, was based on
an initial concept for a simple two-loop system as shown in Figure 2-1. The
initial system concept consisted of a primary loop in which the reactor cool-
ant fluid was circulated by a motor-driven centrifugal pump through the reactor
to a boiler. The second (Rankine-cycle) loop consisted of a boiler which
utilized heat from the primary loop to boil and superheat mercury, a turbine to
convert thermal'to mechanical power, a tube-and-fin condensing radiator, and a
jet-centrifugal mercury pump to circulate the .working fluid. One of the
major features of the system was the power drive assembly which included the
turbine, alternator, and mercury pump mounted on a common shaft with mercury-
lubricated thrust and journal bearings. The'electrical power generated by
the alternator was distributed internally to operate the power conversion
system electrical components, and to the vehicle load with any excess electri-
cal power being dissipated in a parasitic load resistor located in the primary
loop.
Analysis, design, fabrication, and initial testing of components for
the two-loop system proceeded to the point where design and operational diffi-
culties were becoming apparent. The primary difficulties were associated with
the power drive assembly where: (l) thermal distortion and external loads
caused rubbing between the turbine and turbine case, (2) operational diffi-
culties with the mercury-lubricated journal and thrust bearings resulted in
bearing failures and abrupt turbine stoppages, and (3) evidence of seal leak-
age became apparent. In addition, problems associated with corrosion and
erosion of the mercury and NaK containment materials were uncovered.
In view of these difficulties and potential problems with stable
operation of an extended condensing radiator during vehicle maneuvers, a
major reassessment of program objectives and accomplishments was undertaken
during the latter part of 1962. The reassessment resulted in an extensive
redirection of the overall SWAP-8 program with' emphasis on reliable operation
for 10,000 hours and greater assurance of successful development by adopting
component designs more closely associated with the existing state-of-the-art.
2.2.2 Four-Loop, 35 kWe, Instrument-Rated System
The program reassessment culminated in the definition of a revised
system with four basic fluid loops and new component requirements based on
state-of-the-art technology. A simplified flow schematic for the four-loop
system is shown in Figure 2-2 from which a number of the system and component
changes are readily apparent. The addition of the heat rejection loop was
made necessary by the adoption of a compact mercury condenser to eliminate
potential problems associated with variations in gravitational and accelera-
tion forces. All pumps were driven by separate motors to facilitate .indepen-
dent development and testing. The turbine and alternator were separable and
connected by a flexible coupling with each assembly mounted on its own bearings.
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Initially, bearings for all rotating 'components were to be state-of-the-art
rolling contact, oil lubricated types. The only exception was the NaK pump
for which NaK-lubricated journal bearings were adopted. A lubricant-coolant
loop was incorporated to provide the circulation system for the bearing lubri-
cant and to provide a low-temperature coolant and heat rejection system for
temperature-limited electrical components. This lubricant-coolant loop also
provided cooling for the alternator and pump motors, eliminating the need to
develop high-temperature electrical insulation systems for these components.
The output power requirements were changed to provide a net output
of 35 kW of UoO-Hz, 208-Vac (line-to-line voltage) electrical power. The
kOQ-Ez power was selected to permit the use of more standardized aerospace
state-of-the-art electrical equipment and design practices.
General system requirements remained relatively unchanged; specifi-
cally, the system was to operate unattended for 10,000 hours in a shadow-
shielded,* instrument-rated configuration and was to be capable of one auto-
matic startup in a space (zero-g) environment. Design priority was placed on
reliability, performance, and weight, in that order.
The program development efforts emphasized the analysis, design,
and fabrication of the four-loop system components, test loops, and bread-
board test systems. Several test facilities were planned and built for both
component and system testing including the following:
• A low-power loop for evaluating the effects of mercury-vapor
corrosion and erosion on various materials
• Two rated-power loops for performance and endurance testing
of components (primarily the boiler, turbine-alternator, and
^ condenser) and subsystems .
• Liquid mercury loops for performance and endurance testing
of mercury pumps and other components associated with the
liquid' portion of the mercury loop
• Liquid NaK loops for performance and endurance testing of
NaK pumps and minor NaK loop components
• Seal test rigs for evaluating mercury and lubricant-coolant
fluid dynamic seals, molecular pump and visco pump designs,
and measuring leakage rates
* Although the nuclear reactor emits radiation omnidirectionally, it is
necessary to protect only system components for an instrument-rated mission.
Consequently, a~nuclear radiation shield is interposed between the nuclear
system and the balance of the electrical generating system. In effect, the
nonnuclear sections are located within the "shadow" of the nuclear shield,
hence, the term "shadow shield" introduced above. Any point in space not
within the shield shadow is exposed to reactor radiation.
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• An electrical component test facility for evaluating alternator
performance, speed control system capabilities, and other elec-
trical component characteristics
• ' ' Small-scale test loops (located at.Aerojet Nucleonics Co., San
Ramon, Calif.) for investigating boiler tube configurations
and materials compatibility with working fluids
• System test loops for performance and endurance testing of
components and complete power conversion systems.
(
These test facilities played important roles in the development of
SNAP-8 components and subsystems by providing performance and endurance data.
Equally important, operating procedures were developed and many design and
operating problems were uncovered during various test phases. However, the
system test loops were never fully utilized for their intended purposes. The
introduction of the SNAP-8 phaseout program in late 196^  resulted in a sharp
curtailment of development and test activities. Fabrication of a second
system test facility was halted, and operations in the initial systems test
loop were curtailed and eventually halted before a breadboard system was
fabricated. Instead, the rated-power loop 'facility was modified and upgraded
to a complete breadboard system and remained as the only SNAP-8 system test
facility at Aerojet until the final termination of the SKAP-8 program.
During the phaseout program, a significant amount of component and
breadboard system testing was accomplished which improved confidence in the
feasibility of the system concept. Performance potential and mission appli-
cation studies, separately funded by NASA, indicated greater potential usage
for space power systems with power levels of the magnitude projected for
SNAP-8. These studies also indicated the desirability of incorporating
system changes which would help to meet newly defined long-range goals for
SNAP-8.
2.2.3 35 kWe Man-Rated System
An important aspect of the newly defined goals was a system that
was both instrument-rated and man-rated. The main impacts of man-rating the
system were as follows:
• Necessity to protect the crew from reactor nuclear radiation
'• " Necessity to protect the crew from WaK-activated gamma
radiation
• Consideration of crew access for maintenance
• .Consideration of system restartability
• . Consideration of system redundancy and associated switchover
...... to provide greater system reliability.
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Crew protection dictated a major change in configuration and shield
design. The reactor, which had been at the "top" (in relation to the gravity
vector) in the instrument-rated system, was moved to the "bottom" to place
the reactor as far from the manned.core of a space station as possible. In
addition, studies for a lunar base application showed that it would be desir-
able to have the reactor "down," that is, on the lunar surface where it could
be more readily shielded. The changes in position and the relative locations
of the various portions of the system are illustrated in Figure 2-3. A typi-
cal concept for the 35~kWe system in a flight configuration is shown in
Figure 2-k, and in a typical ground test configuration with a nonnuclear heat
source in Figure 2-5.
The shielding method which resulted was ah extension of the shadow-
shield concept. Since the activated reactor coolant gamma levels were well
above human tolerance, all reactor NaK components and piping were located
near the instrument-rated shadow shield. This included the boiler, NaK pumps,
expansion reservoir, and auxiliary heat exchanger. A second shadow-shield
(the biological shield) was installed between the reactor coolant loop and. the
rest of the power conversion system to reduce the gamma and neutron radiation
from the reactor primary loop to man-rated levels. This man-rated configura-
tion could be modified for instrument-rated missions by removing the biologi-
cal shield.
Consideration of a man-rated SNAP-8 system for space missions led
to the reactivation of SNAP-8 activities in late 1966. The revised program
placed increased emphasis on the definition and design of a power conversion
system to be used in ground prototype system testing with both nonnuclear
and nuclear heat sources. This effort formed the basis for system configura-
tion studies and designs for both flight- and ground-test applications.
2.2.14- 4-pi* Shielded Man-Rated 35-kWe System
As the preliminary design of the 35~kWe shadow-shielded system
neared completion, several additional mission-related factors appeared.
First, by definition, a shadow-shielded nuclear system provides personnel
protection only within the envelope of the shadow. A shadow-shielded system
would unduly affect earth-orbiting missions by restricting access to the
electrical generator system for crew recycling and system and component
replacement. For a lunar base, the reactor would have to be located below
the lunar surface, this could require an unreasonable amount of excavation
or additional shielding to permit personnel to operate at ground level near
the system. It was decided to incorporate -^pi shielding with the nuclear
system to permit the SNAP-8 system to better accommodate these potential
manned missions. A concept for the 35~k¥e .system with test support ^-pi
shielding for a combined nuclear system/power conversion system test is
shown in Figure 2-6.
* U-pi shielding refers to.shielding which completely surrounds a nuclear
source (a sphere in space subtends a solid angle of 4-pi steradians
about its origin).
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Figure 2-5 SNAP-8 System Wonnuclear Test Installation
Figure 2-6 Possible Configuration for a Combined Nuclear System/
Power Conversion System Test
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The size (and, therefore, weight) of the 4-pi shield (Figure 2-7)
is significantly affected by the height of the gallery section (the section
of the electrical generating system located between the instrument-rated
shield and the biological shield seen in Figure 2-3). Since the boilers in
the gallery were the main contributors to gallery height, an attempt was made
to reduce the gallery section height by removing the boilers from the gallery
and introducing a WaK loop (referred to as the intermediate loop) between the
reactor coolant loop and the mercury loop. An intermediate loop heat ex-
changer was located in the gallery section, and the boilers were relocated
to the main section above the biological shield.
While the intermediate loop was under consideration, the nominal
allowable reactor outlet temperature was reduced from 1300°F to about 1200°F.
This change meant that a new overall system state point had to be established.
A significant increase in turbine output power was required to maintain the
net electrical output of 35 kW. The solution was to modify the turbine design
to accommodate a lower exhaust pressure (from the previously established value
of ih psia) and to take advantage of the higher turbine efficiency available
by operating at the higher volume flows associated with lower turbine inlet
pressure and temperature. From the studies conducted to determine new state-
point conditions, it became evident that a substantial increase in net elec-
trical output was achievable. The increase in usable power was consistant
with apparent increasing space power demands. A man-rated system with in-
creased net electrical output, an intermediate loop, and redundant components
and power conversion systems evolved from the performance and design studies.
2.2.5 ii-pi Shielded, Man-Rated, 90-kWe System
The final phase of the SNAP-8 development program was to consider
ways to significantly increase overall system performance and efficiency.
These Improvements would better align the system capabilities with the power
level and operating requirements emerging from the phase B space station/
space base studies currently in process. Since the key element of the elec-
trical generating system is the turbine-alternator, emphasis was placed on
improving this component. By decreasing the turbine back pressure to 2.5 psia
and by redesigning the turbine, system output was increased to 90 kWe.
Decreasing the turbine back pressure to 2.5 psia results in increased radiator
weight and area. However, the weight associated with a U-pi shield requires
the use of a larger booster vehicle for space missions so that the increases
in radiator weight and area become secondary factors. The turbine-alternator
was modified to incorporate a straddle-mounted, dual-path, reaction turbine
with five stages on each path, and with an alternator (identical to the alter-
nator developed for the 35~kWe system) attached to each end of the turbine by
means of a quill shaft. Bearings and seals associated with the turbine-
alternator are of the same design as those used for the 35-kWe system. The
overall power conversion system configuration for a combined systems ground
test is shown in Figure 2-8. This configuration is for a nonredundant power
conversion system concept. A fully redundant system design was initiated but
not fully implemented at the time of the program termination.
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3.0 SYSTEM DEFINITION
3.1 SYSTEM DESCRIPTION
The SNAP-8 nuclear electrical generating system includes four main
subsystems: a nuclear system to provide thermal power, a power conversion
system to convert thermal to electrical power, a radiator to remove excess or
waste heat from a Rankine cycle, and an organic-fluid loop to cool and lubri-
cate specific components. A simplified schematic showing the relationship of
the loops and the major components for the 90 kWe system concept appears in
Figure 3~1.
The overall system may be further categorized into a number of
individual and interrelated fluid loops. For the latest system planned for
development, the following apply:
• A reactor primary loop which receives heat from the nuclear
reactor
• An intermediate loop which transfers heat from the reactor
primary loop to the mercury Rankine-cycle loop
• A mercury Rankine-cycle loop which converts heat to mechanical
power
• A heat rejection loop which removes excess or waste heat from
the Rankine-cycle loop
• An auxiliary NaK cooling loop, actually a branch of the heat
rejection loop, which cools specific components, removes heat
generated in the reactor shield, and removes reactor heat
under certain system operating modes
• An organic-fluid lubricant-coolant loop which cools and lubri-
cates specific components.
3.1.1 90-kWe System
The latest system considered for development and testing in the NASA
Plum Brook Space Power Facility would provide a nominal net electrical power
output of 90 kW. Design and definition of the 90-kW system were not completed;
but, since this was one of the final project goals, and since significant
progress was made toward a final design definition, this system is discussed
here.
While the SNAP-8 system is intended for eventual application to
manned space missions, the system configuration planned for use in ground
tests combines the power conversion system with a reactor heat source and
a ground test radiator for waste heat rejection. Many features associated
3-1
0
.
sQ
.
o
r«io
 
—
 <(-oit
I
 
—
 O
I
 I-U
IS
Q
-I
£f
 ct
 Q
 
—
 <I
 k
—
 O
C
t
_
iO
5
 
1
-
 U
JS
Q
.
<t
 
1
"
P
 
£
n
Z
<
 
3
°
-
 
< <
 e
n
_
soCQ-Pto-PCOMOJano•H--PofOON(V)•i;
3-2
with a manned space application are included in the design. Component redun-
dancy is incorporated (or provisions are made for incorporation at a later
date) and considerations for operation of future systems in reduced gravity
have been taken into account in the design, wherever practical.
The functions of the various system loops and the components con-
tained therein are described below.
3.1.1.1 Reactor Primary Loop
The reactor primary loop (RPL) transfers heat generated by the
reactor to the power conversion system using NaK* as the working fluid. The
RPL consists of a main heat-transfer loop with a branch loop to cool the
reactor radiation shield. The main RPL loop consists of the SNAP-8 "reference"
reactor, an intermediate heat exchanger which transfers heat from the RPL to
the intermediate loop, an auxiliary heat exchanger which transfers heat from
the RPL to the heat rejection loop (HRL) during startup and shutdown, an
electromagnetic pump system employing redundant pumps, a fluid expansion
reservoir, and associated piping.
The RPL shield cooling branch circuit uses a fraction of the NaK
flow circulated by the electromagnetic pump system to remove heat generated
by thermalizing neutrons and gamma rays in the nuclear system U-pi shield.
NaK is circulated through passages within the reactor shield and through a
heat exchanger which transfers the heat to the HRL.
3.1.1.2 Intermediate Loop
The intermediate loop (IL) uses NaK to transfer heat from the RPL
to the boiler in the mercury Rankine-cycle loop. The IL consists of a boiler,
two WaK pumps, a NaK diverter valve, an expansion reservoir, interconnecting
piping, and connecting lines to the tube side of the intermediate heat exchang-
er. Of the two NaK pumps in the IL, one circulates the working fluid, and the
other is a redundant standby unit. The NaK diverter valve, located at the
outlet of the pumps, prevents NaK backflow through the idle pump while direct-
ing the fluid flow from the operating pump through the remainder of the loop.
All components of the intermediate loop are contained within the power conver-
sion system structure.
3.1.1-3 Mercury Rankine-Cycle Loop
The Rankine-cycle loop, with mercury as the working fluid, is the
main energy conversion loop of the system and consists of a turbine, dual
alternators, two condensers, a liquid mercury pump, a liquid mercury flow
control valve, three solenoid-operated shutoff valves, the mercury contain-
ment tubes of the boiler, and interconnecting piping.
*NaK: a eutectic mixture of sodium and potassium (22$> Na - 78$ K)
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Heat is transferred from the intermediate loop NaK which circulates
through the shell side of the boiler. As the mercury passes through the boil-
er, it is preheated to saturation conditions, boiled to produce vapor, and
superheated. The superheated vapor is directed through the turbine where the
thermal energy is converted to mechanical power and to electrical power by
the alternators coupled directly to the turbine shaft. The 'Vet" mercury
vapor leaving the turbine flows to the condenser where it is condensed and
subcooled. The heat produced by condensation and subcooling is transferred
to the HRL NaK circulating through the shell side of the condenser. The sub-
cooled mercury flows to the mercury pump where the fluid pressure is increased
to meet the required boiler inlet conditions. The rate of mercury flow through
the loop is controlled by the position of the variable-area orifice in the
motor-driven flow control valve.
Ancillary to the mercury Rankine-cycle loop is the mercury injection
and recharge subsystem which consists of a mercury reservoir, two solenoid-
operated shutoff valves, and a solenoid-operated four-way reservoir actuator
valve. This subsystem injects mercury at a controlled rate into the Rankine-
cycle loop during startup, removes the working fluid from the loop during
shutdown, and controls the mercury inventory in the condenser during system
operation to maintain proper condensing conditions. All components of the
Rankine-cycle loop are contained within the power conversion system structure.
3.1.1.U Heat Rejection Loop
NaK in the heat rejection loop (HRL) removes excess, or waste, system
heat primarily from the mercury loop. The waste heat will be rejected from a
radiator to space in mission applications and from a radiator to a cold wall in
ground tests. The HRL consists of a radiator, two NaK pumps, a NaK diverter
valve, an expansion reservoir, a motor-driven flow control valve, two parasitic
load resistors, interconnecting piping, and connecting lines to the shell side
of the condensers. The tvo NaK pumps and the NaK diverter valve are used in the
same manner as described for the similar components in the intermediate loop.
The motor-driven flow control valve is used only during startup and shutdown to-
control the NaK flow to the condenser to maintain proper condensing pressures.
The parasitic load resistors dissipate (in the form of heat) electrical power
in excess of the power used to operate the system or to meet mission demands.
The components of the heat rejection loop, except the radiator, are contained
within the power conversion system structure.
3.1.1.5 Auxiliary NaK Cooling Loop
The auxiliary NaK cooling loop, a branch of the heat rejection loop,
uses a fraction of the flow circulated by the HRL NaK pump to cool the HRL
pumps, the IL pumps, and the RPL electromagnetic pumps, to remove heat from
the heat exchanger in the shield-cooling branch of the RPL; and to remove
heat from the auxiliary heat exchanger during startup and shutdown. The
auxiliary loop consists primarily of interconnecting piping to the tube sides
of the various heat exchangers and cooling coils of the components within the
loop flow circuit, and a solenoid-operated shutoff valve which stops the flow
to the auxiliary heat exchanger after system startup has been completed.
3-4
3-1.1.6 Lubricant-Coolant Loop
The lubricant-coolant loop uses an organic fluid* to perform three
functions:
• Lubricate bearings in the turbine, alternator, and mercury
pump.
• Cool components which must operate at temperatures below the
HRL NaK temperature.
• Provide pressure to operate the mercury injection and
recharge system.
A schematic of the lubricant-coolant loop is shown in Figure 3~2.
The loop consists of a pump, an expansion reservoir, a high-temperature
radiator, a low-temperature radiator, six solenoid shutoff valves, and inter-
connecting piping to the various components which must be lubricated and
cooled. Lubricant is supplied to the turbine, alternator, and mercury pump
bearings. The solenoid shutoff valves are sequenced open during startup and
sequenced closed during shutdown to assure proper timing of lubricant flow to
the bearings. Coolant from the lubricant-coolant high-temperature radiator
is supplied to the turbine-alternator space seal heat exchangers, the alter-
nator housings, the mercury pump space seal heat exchanger, and the mercury
pump motor housing. A fraction of the flow leaving the high-temperature
radiator is directed to the low-temperature radiator which further reduces
the fluid temperature and cools the electrical assembly packages. An addi-
tional low-temperature electrical package, the programmer, will also be
cooled by the fluid from the low-temperature radiator for mission applica-
tions; but, for a ground test system, the programmer will be located in the
control room and will not require cooling. All components of the lubricant-
coolant loop, except the radiators, will be contained within, or mounted on,
the power conversion system structure.
3.1.1.7 Electrical System
The electrical system performs several functions during system
operation, and interfaces with the nuclear system controls and with the test
facility or mission vehicle. A block diagram of the electrical controls and
*The SNAP-8 lubricant-coolant fluid must meet a number of requirements
in terms of working characteristics; these are: thermal stability, nuclear
radiation stability, high heat-transfer coefficient, high specific heat, suit-
able viscosity at 200 to ^00 F, noncorrosive to common engineering materials,
good lubricity, and low vapor pressure. Polyphenyl ether (Shell Mix -^P3E) was
selected as the best of the available fluids to meet these requirements mainly
because of its ability to withstand nuclear radiation. This fluid falls into
the class of polynuclear aromatics which are known to be the most radiation
resistant, thermally and oxidatively stable fluids currently available. The
properties of this fluid and the methods for controlling composition to avoid
the formation of undesirable precipitates are discussed in References 1 and 2.
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components appears in Figure 3-3- The individual electrical component
functions and requirements are presented in Section 6.0 of this report.
In genera1, the electrical system provides the following:
• Control functions to permit the sequenced process of system
startup, shutdown, and emergency shutdown.
• Control of the turbine-alternator speed to maintain the alter-
nator frequency and voltage within the specified limits.
• A protective system which receives instrumentation signals and
initiates appropriate actions when the signals are not within
specified limits.
• A power distribution system to supply the electrical power
required by the electrical components and the demands of
the vehicle loads.
a. Control Functions.- The major control functions for the
sequence, interaction, and timing of the various events required for startup,
steady-state operation, and shutdown are controlled by the programmer. The
timing of the various events is adjustable to permit modification of the
sequences without major rework. In addition, the ability to respond to
external command signals, including overrides, has been incorporated to
increase the versatility and reliability of the unit. Since the first 90~kWe
system was planned for testing in the Space Power Facility, the programmer
would be located in the facility control room to provide ready access of
adjustments and modifications if required.
During steady-state operation, the alternator frequency and voltage
are maintained within specified limits by the speed control system and the
voltage regulator-exciter. The dual alternator arrangement and the desir-
ability of using equipment developed for a system with lower net electrical
power capability requires the use of two speed control systems, two voltage
regulators, two parasitic load resistors, two power factor correction assem-
blies, and load compensation equipment to permit synchronizing and parallel-
ing of the alternator outputs.
The electrical controls system initiates the programmed automatic shut-
down sequences when emergency or potential emergency situations are indicated
by sensor signals. In addition, an electrical protective system provides for
the following situations which may occur during steady-state operation:
When the alternator voltage drops below 957" rated voltage any
time after startup or prior to initiation of a shutdown, an
emergency shutdown of the power conversion system and nuclear
system is initiated.
When an alternator voltage unbalance occurs, the vehicle load
breaker is cycled to verify that the source of the unbalance is
in the power conversion system. If so, an emergency shutdown
is initiated.
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b. Power Supply and Distribution.- The power supply for the
electrical system is a silver-zinc battery which provides 30 Vdc to operate
the programmer and to perform the programmed functions during startup and
shutdown. These functions include (l) actuation of valves, relays, and
contactors, (2) providing alternator field flashing and saturable reactor
bias current, and (3) providing power for the nuclear controls. The battery
will also provide both 30 and 60 Vdc to operate the pump inverter and 60 Vdc
to operate the reactor primary loop electromagnetic pump inverters during
startup and shutdown. A battery charging system provides a fast charge
following system startup and a continuous trickle charge during steady-state
operation to ensure the availability of adequate battery power for shutdown
and a subsequent restart.
Electrical power is distributed through an electrical harness. The
harness is a series of electrical cables with high-temperature insulation;
steel-braided flexible conduit will be used in areas requiring additional
protection from operating and handling environments. Cable routing will be
along nonremovable members of the power conversion system frame. Connectors
at the components and terminal boards will be a combination lug and weld
type to facilitate initial wiring and checkout and final welding to terminal
posts prior to system operation.
c. Modular Packages.- The electrical subassemblies and components
are grouped into four modules with the individual subassemblies and components
arranged as shown in Figure 3~^« The components are grouped to facilitate
routing of interconnecting cables and attachment of the subassemblies and
components to a single heat sink for cooling by the lubricant-coolant fluid.
Each module will contain a terminal board to which all components are con-
nected and from which all external connections are made. The modules are
enclosed in nonsealing protective covers for accessibility to the individual
components.
3.1.2 35-kWe System
The SNAP-8 system development has progressed through a number of
major changes in both application and performance goals. The system evolved
from a relatively simple two-loop system designed to produce a net electrical
output of 30 kWe in a zero-g environment while in the near-earth orbit. The
system was required to start only once, while in orbit, and was to be used
only for instrument-rated missions. The nuclear radiation shielding for this
application was to be sufficient to protect instrumentation and electronic
equipment. System performance and mission application changes have resulted
in configuration changes first to a 35-kWe system and finally to the 90-kWe
system described above.
As the system evolved, a major system configuration, design, and
performance definition was completed for the 35~kWe system which has been
the basis for subsequent system definitions and estimates of the effects of
transient operating conditions on the system and major components. This
system was designed to meet the major requirements shown in Table 3~I- The
35~k¥e system is shown in Figure 3~5 in a configuration for a manned space
mission. Major design, performance, and transient studies and tests were
completed resulting in a significant overall system development phase which
merits detailed discussion.
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TABLE 3-1 MAJOR REQUIREMENTS - 35-kWe SYSTEM
Note: The system meeting these requirements is applicable to
instrument-rated, man-rated, and ground-test installations
Net electrical output
Vehicle load power factor
Voltage (rms, line to line)
Frequency
Operating life (continuous)
Reactor pover
Reactor outlet temperature (steady-state range)
Environment
Gravitational field (operating)
Radiation
PCS (integrated dose for 10 hr)
Fast neutrons (0.1 MeV or greater)
Gamma rays
Solid-state electronics (integrated dose for 10^ hr)
Fast neutrons (0.1 MeV or greater)
Gamma rays
Acceleration (system not operating)
Longitudinal axis
Transverse axis
Restart capability
Number of automatic restarts without servicing
Gravitational field
Envelope requirements (See Section
li
35 kWe (min.)
0.85 (lagging)
208 Vac, + 5/o
UOO Hz, + l/o
10,000 hr
600 kWt (max.)
1280 to 1330°F
0 to 1 e
5 x 1012 nvt
5 x 10T rads (c)
1011 nvt
106 rads (c)
+ 6 g
2 g
20
0 to 1 g
3.3 of this report)
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The 35-kWe system includes four main subsystems: a nuclear system
to provide thermal power, a power conversion system to convert thermal to
electrical power, a radiator system to remove waste heat from a Rankine cycle,
and an organic-fluid loop to cool and lubricate specific components.
The system can also be described as a number of individual, inter-
related loops which have functions similar to those described for the 90-kWe
system. The major differences between the 90- and 35-kWe systems in regard
to loop functions is that (l) the 35-k¥e system does not employ an intermedi-
ate loop, (2) the lubricant-coolant loop provides cooling for the NaK pump
motors, and (3) the 35~kWe system employs redundant power conversion systems
to provide increased reliability for man-rated applications. The redundant
power conversion system concept implies the use of two independent mercury
Rankine-cycle loops, heat rejection loops, lubricant-coolant loops, and
electrical subsystems. The redundant power conversion systems are incorporated
into the overall system by providing two boilers, in series, in the primary
loop. A simplified schematic, Figure 3-6, shows the location of the two boil-
ers in the primary loop and the relationship of the remaining loops for one of
the redundant power conversion systems.
3.1.2.1 Individual Loop Functions
The functions of the various fluid loops or the differences from
similar loops in the 90-kWe system are described below:
•a. Primary NaK Loop.- The primary NaK loop (PNL), with NaK as the
working fluid, transfers heat from the reactor to the boiler in the mercury
Rankine-cycle loop. The PNL consists of the reactor, two boilers, two NaK
pumps, a NaK diverter valve, an expansion reservoir, two auxiliary heat
exchangers, and interconnecting piping. The two NaK pumps are connected in
parallel in the PNL; one circulates the working fluid, and the other is a
standby unit. The NaK diverter valve, located at the output of the pumps,
prevents NaK backflow through the idle pump while directing the fluid flow
from the operating pump through the remainder of the loop. The shell sides
of two boilers are connected in series in the PNL to provide for transfer of
reactor heat to either of the two (one of which is a redundant standby unit).
Similarly, two auxiliary heat exchangers are contained in the PNL to transfer
reactor heat to either heat rejection loop during startup and shutdown. The
components of the primary loop, except the reactor, are contained in the
gallery section of the system shown in Figure 3"5> that is, between the
nuclear system shadow shield and the biological shield.
b. Mercury Rankine-Cycle Loop.- The Rankine-cycle loop performs
the same function as that described for the 90-k¥e system. However, the
following differences exist in the component complement: a single-path
impulse turbine with one alternator, one condenser, and two solenoid operated .
shutoff valves.
c. Heat Rejection Loop.- The function of the heat rejection loop
in the 35~k¥e system is similar to that in the 90-k¥e system with the follow-
ing differences in component complement: a single NaK pump is used so that a
NaK diverter valve is not required, and only one parasitic load resistor is
needed.
3-13
I
-
8
-;0.Q.
o
:<
a
 
—
 <
t-o<
r
I
 
—
 O
I
 H
U
J5C
L
I,
O
:<D
-<K
O
Q
:
_
IO
5
 
I-U
S
Q
.
J
d. Auxiliary NaK Loop.- The auxiliary NaK loop, a branch of the
heat rejection loop as for the 90-kWe system, uses a portion of the flow to
remove heat from the PNL by means of the auxiliary heat exchanger during
startup and shutdown. The auxiliary loop does not provide coolant for the
NaK pumps as in the 90-kWe system, and is therefore simpler. ...
e. Lubricant-Coolant Loop.- The lubricant-coolant loop performs',
the same functions as those described for the 90-kWe system, and also cools:'
the NaK pinups in the primary and heat rejection loops. In addition the
electrical components for the 35~KWe system were packaged in high-temperature .
(:%£10 F) and• low-temperature (wl^ O0 )^ groups. Grouping the electrical compo-
nents in this manner permitted a reduction in the size of the lubricant-
coolant radiators. .
A schematic of the lubricant-coolant loop is shown in Figure 3~T-
Lubricant is supplied to the turbine, alternator, and mercury-pump bearings 1
Coolant, from the high-temperature radiator, is supplied to the following: •-. :
turbine-alternator space seal heat exchanger, alternator housing, mercury-
pump motor, mercury-pump space seal heat exchanger, primary and heat rejec-
tion loop WaK-pump cooling heat exchangers and high-temperature electrical •
packages. A fraction of the, flow leaving the high-temperature radiator is . .
directed to the low-temperature radiator which reduces the fluid temperature
and is used to cool the low-temperature electrical controls package and the
programmer. The programmer to be used for ground tests in the Space Power
Facility would be located in the facility control room and therefore would
not be cooled by the lubricant-coolant system.
3.1.2.2 Electrical System
The electrical system performs functions similar to those described
for the.90-kWe system. However, since only one alternator is required and
the system does not include an intermediate loop, the amount of electrical
equipment and' the programmer sequencing functions are reduced. The electri- '
cal controls and components are presented in block diagram form in Figure 3-8.
During steady-state operation, alternator frequency and voltage are
maintained within specified limits by the speed control system and the voltage
regulator-exciter. Power factor correction provides a unity power factor at
the alternator when rated output is produced thereby achieving-maximum alter-
nator efficiency at rated conditions. The electrical controls system will
respond to external commands or sensor signals indicating potential emergency
situations by initiating automatic shutdown procedures.
The electrical system power supply is a silver-zinc battery which
provides 30 Vdc to operate the programmer and'to perform the various programmed
functions that occur during startup and shutdown. The battery will also pro-
vide both 30- and 60-Vdc power.to the pump motor inverter during startup and
shutdown. A battery charging system provides a fast charge following system
startup and a continuous trickle charge during steadyr-state operation to ensure
availability of sufficient battery power for shutdown and a subsequent restart.
Electrical power distribution is provided by an electrical harness with
connectors and terminal boards as described for the 90-kWe system.
3-15
c
r
.
g?L
H
|CX"
 <
-
"LC
10CM-
>C
I s-j!!ciLO ~t^ »-tjC••• ljL0CMIIt-
* inm<onl-
!i3JIJJou*~
.
3J
 N
I
 
.
:
 2
d^
~
c
z
JJ
„inu1
-
Z
 DC
z
 cc
<
 U
J
O
LIO
X
 ID
<
CM*
a<Dinu1'cSa.*
»sDOJ
ii
 
n
L
 K
1
iic•1SCM1-y'^0IIr
'X>
1. gS
r
-
.
"
*
*
'
-
>
 1
3ft
-
|l&
w
v
^
11
II
 II
O
.I
-
.Iazt<tSa.zj<«c
roq
-
1
^
 ^
II
 
u
0.1
-
i^i c)jsn5oro:<ti —
a:o
CMC)1b\*-.
I
?
 Ld
o
w
(
*
a
 
—
 •
o
x
etl-O
CC
I-U
IS
O
.
CO
—
 10
U
 
II
a
t
-0h<2GLH<^
V
CM"!
»
 C
M
u
 H
Q
.I
-
0L(
.
cL^
Sa
.i
Ou>*0CMIIS "
_
 cro
0
c
.
IyEji
i
f
s
oinSj
cucJ
 
.
>£
tr<
Q
-io
s
n5
^
<o
—
 
K)C
M
II
 u
0.1
-0\<!ajt.$
°
~
—
 <IKOQ
:
h
~
 U
J
 ^
 Q
.
ia;
1
 
I
*
 
1
^8n n0.1-
c
 
.
 
Se
n
3
 
-£
?
 
5
«
 
-
-
 
U
J
 ^
I
 
D
O
 Ij
L
 
S
 Q
3
*
 
Q
jZ
(OCSJ
a
t
-
CCUJ
 
0)
il
 
SUJ
/
_
 
m
I 11
-
 
8
 
<
M
 
<i
ii
 
K
-
X
~
 
•)
fto
CM
J[]
"
 
"
"
 
S
w
 
Q
M
 
u
 
Ii
0.1
-
 
h
_i
 
C
Z
<
 CO
*
~
 o
 
v
<
 
\
°
-
 
/
co
 
L
.
A
 
o:
 
co
 
*
'
 
'
 
0
 
ii
1
 
$
1
•O
5
°
u
 
u
 
CC
0.1
-
 
5
 
2
o
 
3°":
 
3
 
£3§
CM
 
o
.
a
o
:(^
<
 
IS
5"
5
n
 
-
3
jU
J
>
 
0
:
2
l2
-
l£
O
U
ic
c
8
Q
:£
S>
o•H+3O&
cr
 
o
Ul
 
1
—
 1
oZ
 
-P
D
 
a
co
 
^
o
 
o
t
o
o-pGw0•HJ3
(S
 
3(U£
:
 
a
;
J
 
&
j
 
1
I
 
^
\
 
V
/>
 
o
n
\o
>
r
 
^•Hh
e5c
bJU
S
o
:
_
.
0
.
 1
-
 5
 
U
.
 C
D
S
>
S
i
 
1
3-16
1
 
4
,
 3
I
 
I?
§
 8
3
 
<!
4!
 
1
 a
S
 I
 3
I
I
H
 
'V
°
 h
0)-pCQ!>>ra
1
 8
 tS
 
S
j3*g"e
 
,
 s
i
 
-
 
*
 
+
>
 
•?
 
«i
 
.
.
 
-e
 
b
s
3
 
^
 
o
H
 
O
 
-P
H
 
O
 
H
I
 J
»5
 J
 
.
|
l
 I
 I
m
 
m
 
o
 
E
£5
 
h
 IS
S
 £
 a
s
 
-s
§
 
3
ilsi
a
 
e
s
 
-a
<
 
>
L..
.
n
si
 i
1
 1
1
 1
1
 1
1
 I—
I
 1
K
 
I
U
,
 
U
o
r
>
 
L
z
 
I—
«
t
o•H03OOoPHoo0),c-PCO•HQ(U-PWCOo
•HSH-PO
03Iooi5D•H
(D
 O
 O
s
s
 s
s
3-17
The electrical subassemblies and components are grouped into four
separate packages with the individual subassemblies and components arranged
as shown in Figure 3~9« Tw° of the packages are cooled by fluid from the
low-temperature radiator, and two by fluid from the high-temperature radiator.
The relative location of the electrical packages in the lubricant coolant
loop is shown in Figure 3~7-
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3.2 STATE-POINT DEFINITION
3.2.1 90-kWe System
The system state-point or steady-state operating conditions are
based on a number of performance requirements and design criteria. In addi-
tion, limitations may be imposed which restrict the selection of design
alternatives and performance capabilities. This is true of the present
SNAP-8 system which has evolved through a continuing progression of changes
and improvements associated with component performance, overall system
performance, operating conditions, and envelope dimensions. One of the major
restrictions throughout the SNAP-8 development program has been a continuing
desire to limit the number and extent of component changes and redesigns to
ensure maximum utilization of existing designs and hardware. This restriction
has resulted in limitations on performance and on simplicity of overall
system design. Studies have been conducted which indicate that, with
modifications to several components, a SNAP-8 system having a net output of
120 kWe and a system efficiency of 20$ could be produced. The results of the
studies are presented in Reference 3, and the component modifications defined
therein are all within the technology developed on the SNAP-8 program.
The 90-k¥e system represents the latest effort to improve and
upgrade the performance and mission capability of the SNAP-8 system. The
primary objective for establishing the 90-kWe system was to define a system
with maximum net electrical output which involved a minimum number of
component changes. The major factors which limit net electrical output are:
maximum available reactor power, maximum allowable reactor outlet temperature,
boiling stability, mercury pump suction pressure requirements, and power
conversion system efficiency. The effects of these factors are described
below:
• The reactor outlet temperature, boiler stability and mercury
pump suction pressure requirement determine the Rankine-cycle
efficiency in the following manner: the reactor outlet
temperature determines turbine inlet enthalpy, boiler stability
determines boiling pressure by the minimum pinch-point temper-
ature difference criteria, and the mercury pump suction
pressure requirement determines the condenser pressure and,
therefore, the turbine outlet isentropic enthalpy.
• The available reactor power limits the mercury flow rate.
• The available power is determined by the mercury flow rate and
the Rankine-cycle efficiency.
• The net electrical output is determined by the available
power and the power conversion system efficiency which
includes the turbine efficiency and system losses (pumping
power requirements, electrical system losses, and heat losses).
3-21
The steady-state, long-term Operating limits for the advanced
reactor*, as defined by the nuclear system contractor, are:
• Maximum power: 600 kWt
• Outlet temperature control band: 1210 to 1235°F
The objective to limit the number of component changes restricts
the ability to utilize the available reactor power most efficiently. However,
the largest single increase in overall system performance can be obtained by
improving turbine efficiency. Significant improvements in turbine efficiency
can be obtained by employing a reaction turbine rather than the impulse type
as developed for previous SNAP-8 systems. A reaction turbine requires full
admission which implies a high mercury vapor volume flow. A high volume flow
can be obtained by increasing mercury flow or reducing turbine inlet pressure.
Since the available reactor power limits mercury flow, the turbine inlet
pressure must be reduced. In conjunction with lower turbine inlet pressure,
the turbine exhaust pressure must also be low in order to maintain a high
enthalpy difference and pressure ratio. (The turbine exhaust pressure limit
is a function of condenser performance which is discussed in the following
paragraph.) A reaction turbine becomes feasible for a high-output power
system since two alternators of existing design can be used in conjunction
with a dual-opposed reaction turbine. The dual-opposed turbine configuration
has the additional advantage of cancelling the high axial-thrust bearing
loads associated with reaction turbines.
The dual-opposed reaction turbine configuration permits the use of
two condensers of existing design thereby allowing operation at reduced
pressures and mercury flows compared to the original design conditions. The
condenser performance characteristics for operation at the 9°-kWe system
conditions were obtained by evaluating system test results of operation at
reduced condensing pressures and mercury flows, as shown in Figures 3-10 and
3-11. These data were used to devise a mathematical model to predict perform-
ance at condensing pressures and mercury flows lower than values obtained
during the test's. The development and use of the mathematical model is
discussed in detail in Reference h. From the information shown in
Figure 3-lOj it is evident that, at mercury flows on the order of 8000 Ib/hr,
condensing pressures less than 2.5 psia cannot be obtained regardless of the
NaK flow or NaK inlet temperature. Mercury flows on the order of 7000 Ib/hr
were expected for each condenser to be used in conjunction with the dual
reaction turbine; therefore, a turbine exhaust pressure of 2.5 psia was chosen
for the state-point condition.
* The advanced reactor is the latest compact reactor design for space power
systems being developed by Atomics International under contract to the AEG.
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The performance characteristics of developed components were
obtained by evaluating the results of extensive testing. Alternator perform-
ance is presented in Figure 3-12. NaK pump and mercury pump performance is
presented in Figures 3-13 through 3-15• The pump performance characteristics
were used to evaluate the relationship between desired flows, available pump
pressure rise, and system loop pressure drop. Since relatively high NaK flow
rates are desirable (on the order of 60,000 Ib/hr) it was found necessary to
use 3.0-inch OD tubing in the NaK loops to assure that the pump pressure rise
would be sufficient to meet the loop pressure drop characteristics.
Performance characteristics for components associated with the
reactor power loop must be defined before the system state-point can be
established. These components - the intermediate heat exchanger, the nuclear
system shield cooling heat exchanger, and the reactor power loop electro-
magnetic pump system - have not been developed; so, performance character-
istics were obtained from preliminary studies. One such study for the
intermediate heat exchanger indicated that a 600-kWt NaK-to-NaK heat exchanger
could be designed to operate with a 20 F terminal temperature difference.
Preliminary information from the nuclear system contractor indicated that the
shield coolant heat exchanger should be designed to transfer a 20-kWt heat
load .at nominal operating conditions. Preliminary information obtained from
NASA's Lewis Research Center indicated that an ac electromagnetic pump with
an efficiency of 10$ could be designed for the flow rate and pressure rise
required in the reactor primary loop, and that the electrical power conversion
equipment required to operate the electromagnetic pump would have an 80$,
efficiency.
The major performance criteria and limitations are shown in
Table 3-H» These criteria (in conjunction with the component performance
characteristics determined from test results and evaluations, and performance
characteristics determined from preliminary studies for components to be
developed) form the basis for the definition of the state-point conditions.
The final state-point conditions selected for the 90 k¥e system are shown on
Figure 3-l65 and represent the design-point conditions for the system and
various components. The values shown on Figure 3-l6 are for system operation
at beginning of life and with the temperature of the NaK leaving the reactor
at the value corresponding to the lower end of the nuclear system deadband
control. The design point is chosen with the reactor operating at the lower
end of the nuclear system deadband control since this condition corresponds
to the lowest WaK temperature entering the boiler; this, in turn, defines the
minimum pinch-point temperature difference for boiler operation. The
significance of pinch-point temperature difference on boiler operation is
discussed in Section 5«5«
With the system operating at the design-point conditions, as shown
in Figure 3-16, the net electrical output is 92.8 kWe which satisfies the
requirement for a minimum output of 90 kWe. The +2.8 kWe above the minimum
requirement provides a margin for system and component degradation over the
operating life of the system.
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Figure 3-12 - Alternator Efficiency as a Function of
Load and Power Factor
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Figure 3-lU - Heat Rejection Loop NaK Pump Performance
Characteristics
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TABLE 3-II - POWER CONVERSION SYSTEM PERFORMANCE CRITERIA
90-KWE SYSTEM
System
Power Delivered to Vehicle Load 90 kWe (min.)
Reactor Power Level 600 kWt (max.)
Boiler NaK Inlet Temperature 1200°F (nominal)
Reactor Primary Loop
Intermediate Heat Exchanger Terminal Temp. Diff. 20°F
RM Pump System Overall Efficiency 8$>
Reactor Shield Cooling Heat Loss 20 kWt
Components
Turbine (New design)
Efficiency . 78$
Exhaust pressure 2.5 psia
Boiler (Redesign)
Number of mercury tubes 12
Pressure drop 32
Pinch point AT 38°F
All other components, use existing designs
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As a corollary to the design-point conditions, the state-point
conditions occurring when the NaK temperature at the reactor outlet
corresponds to the upper value of the nuclear system control deadband is
also of significance. During normal system operation, the NaK temperature
leaving the reactor will slowly drift between the nuclear system deadband
control limits. The resulting change in NaK temperature to the boiler will
produce changes in mercury flow rate and, therefore, changes in gross
electrical output.
Although state-point conditions have not been calculated for the
90-kWe system with the higher reactor outlet and. boiler inlet NaK temperatures,
they are sufficiently important that the expected result should be described.
As the NaK temperature to the boiler increases, the mercury-side pressure
drop will increase thereby reducing mercury flow and producing a decrease in
gross electrical output. An estimate based on results obtained from previous
studies of SNAP-8 system indicates that a reduction on the order of 1-kWe in
gross electrical power will occur when the reactor outlet NaK temperature
reaches the upper limit of the nuclear system deadband control. This slight
change in electrical output will still permit the system to produce the
required 90-kWe minimum net electrical output.
3.2.2 35-kWe System
The system design state point and steady-state operating conditions
are based primarily on overall requirements defined by the NASA Specification
U17-1. Additional requirements and limitations have been imposed by the
nuclear system contractor and by component performance characteristics
defined during the development program. The 35-kWe system - a major step in
the overall SNAP-8 development program - is based on a concept which is
compatible with both man-rated and instrument-rated missions. The principal
features of this concept are (l) shielding of the radioactive portions of the
primary loop to allow access to the remainder of the power conversion system,
(2) a nonoperating redundant power conversion system (except for the primary
loop), and (3) a unit based on current component designs, including the'S8DR
reactor* design. The significant S8DR reactor limitations for steady-state
operations are:
• Maximum power: 600 kWt
• Outlet temperature control band: 1288 to 1330°F
In addition, an envelope of operating conditions was defined, as
shown in Figure 3-17» which relates reactor power and reactor coolant temper-
ature rise and, therefore, coolant flow. The reactor may be operated at any
condition on or below the limit labelled "line of equal stress" as shown in
Figure 3-17.
*S8DR reactor: SNAP-8 development reactor built by Atomics International
under contract to the AEC.
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800
100 200 300
REACTOR COOLANT TEMPERATURE RISE, °F
ASSUMPTIONS •'
(I ) CONSTANT OUTLET TEMPERATURE (BETWEEN I200°F AND 1330 °F)
(2) MAXIMUM EXPECTED HYDROGEN LEAKAGE
Figure 3-17 Envelope of Allowable Reactor Operating Conditions
(Power as a Function of Coolant Temperature Rise)
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The same major factors described for the 90-kWe system limit the
net electrical output of the 35-kWe system. However, the 35-kWe system
requirements are sufficiently different so that state-point conditions are
determined in a different manner. The major objective was to define a
system which would produce a net electrical output of 35 kW for 10,000 hours.
Therefore, mercury flow is not limited by available reactor power but is
determined by the Rankine-cycle and power conversion system efficiencies.
The Rankine-cycle efficiency is determined by the reactor outlet temperature,
boiler stability, and condenser pressure. The condenser pressure is
determined primarily by the mercury pump suction pressure requirement. The
system is required to operate in a zero-g environment with a mercury pump jet
pump of existing design for which a suction pressure of approximately 10 psia
must be provided. The mercury pump suction pressure requirement, in
combination'with line pressure losses and condenser pressure drop, resulted
in a condenser pressure (turbine back pressure) of 1^ .0 psia. The power
conversion system efficiency is determined primarily from the turbine
efficiency and pump power requirements. For the 35 kWe system, the ground
rule to utilize existing, developed components implied the use of the impulse
. turbine with 'a single alternator and NaK and mercury pumps of existing
designs.
Definition of state-point conditions is a continuing process during
the development of a system, particularly when component and system test
results permit more complete characterization of component performance, inter-
actions of components within a system, or indicate performance characteristics
different from early predictions. Therefore, after the basic system and
component arrangement were defined, a computer program was developed to permit
calculations of state-point conditions for several types of system studies,
such as the following:
• Update state point as component performance characteristics
are determined by test.
• Determine off-design conditions over a wide range of operating
conditions.
• Determine effects on overall system conditions of component
performance changes defined by test results.
• Optimize operating conditions for the system and components.
• Examine potential performance limitations and isolate areas
where changes can produce maximum improvements.
• Revise state-point conditions and component performance
characteristics as system performance requirements are changed.
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The basic calculation scheme, required input data, output
information, and the initial functional relationships are described in
Reference 5. The basic system and component performance relationships used
in the development of and initial studies conducted with the computer program
are contained in Reference 6. The computer program, identified as SCAN
(SNAP-8 Cycle ANalysis), was used to define state-point and off-design
conditions for the 35-kWe system.
Component performance characteristics and associated functional
relationships used in the SCAN program were modified as component and system
test data were obtained and as supplementary studies were completed. Perform-
ance characteristic curves for the primary loop WaK pump, the heat rejection
loop NaK pump, the mercury pump, the lubricant-coolant loop pump, and the
alternator are all contained in Reference 6. The boiler characteristics were
simulated primarily by a simplified empirical relationship between pressure
drop, mercury flow, and pinch-point temperature difference which was derived
from component test data. The significance of pinch-point temperature
difference in defining boiler performance is discussed in Section 5-5--
At steady state, the condenser operates close to design conditions
in the 35-kWe system. Therefore, the condenser characteristics could be
based on established heat-balance and heat-transfer relationships with
critical constants determined from test results. The primary condenser
performance relationship is as shown on Figure 3-11.
The validity of the condenser relationship was established during
component and system tests. The test results were used primarily to
determine the overall heat-transfer coefficient under various combinations of
temperature, NaK and mercury flows, and available condensing area.
The detailed performance characteristics of the radiator assembly,
consisting of the heat rejection loop radiator and the high- and low-
temperature lubricant-coolant radiators, are not necessarily required to
establish overall system design-point conditions. However, interface
conditions must be established which are compatible with the system, with
feasible radiator design configurations, and within the established envelope
limitations. In addition, more detailed radiator characteristics must be
established to define proper system off-design characteristics. Therefore,
studies were conducted to establish conceptual designs for the heat rejection
loop radiator and the high-temperature- lubricant-coolant radiator to
facilitate off-design performance studies and to establish an acceptable
radiator assembly configuration. Parametric studies were conducted with tube
size, fin width, tube length, armor thickness,.and general configuration as
variables. The general configurations were limited to cylindrical, conical,
and combinations of cylindrical and conical which would meet the envelope
criteria. Typical results of the studies conducted for the heat rejection
loop radiator are shown in Figure 3-18 which contains plots of radiator area,
weight, and pressure drop for various combinations of tube, size, fin thick-
ness, and number of tubes. Typical tube, fin, and armor dimensions are also
shown in Figure 3~l8. The general radiator system characteristics selected
for the 35 kWe system are shown in Table 3-IH.
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^
OVERALL RADIATOR ASSEMBLY CHARACTERISTICS
Total Area (ft2) 1630
Total Weight (ib)
Total Height (ft) UU.6
Total Fluid Inventory (ib) 155
TABLE 3-III - GENERAL RADIATOR CHARACTERISTICS FOR 35-KWE SYSTEM
L/C Radiator L/C Radiator
HRL Radiator (High Temp.) (Low Temp.)
Selected Area (ft2) 1150 335 Ihh
Selected Weight (ib) 1265 330 150
Selected Height (ft) 30.k 10.h 3.8
Radiator AP (psi) 7-5 .12
Fluid Inventory (ib) 103 3& ~15
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The final-35-kWe state-point conditions, obtained from the SCAN
computer program results, are shown in Figure 3-19- The. values shown are for
the design point; i.e., at the beginning of life, with the reactor outlet
NaK temperature at the lower value of the nuclear system control deadband,
and operation in a zero-g environment. The net electrical output at this
condition is 37 k¥e, indicating a 2-kWe margin for degradation effects over
the operating life. The arrangement of the radiator assembly
configuration relative to the overall system envelope is also shown in
Figure 3-19-
The state-point conditions prevailing when the NaK temperature at
the reactor outlet corresponds to the upper value of the nuclear system
control deadband are considered to be corollaries to the design point. The
state-point conditions at the nuclear system upper deadband control temper-
ature are presented in Figure 3-20. Note that the net electrical output at
this condition is 37 kWe, the same as for the design-point operating
condition.
The fact that the net electrical output is the same at both the
upper and lower values of the nuclear system temperature control deadband is
a result, primarily, of the boiler and condenser off-design operating
characteristics. When the NaK temperature into the boiler increases from the
lower deadband control value (l280°F) to the upper deadband control value
(1330 F), the boiler pressure drop increases causing a reduction in mercury
flow. The reduced flow results in lower condenser temperatures and,
therefore, reduced condensing pressure and turbine exit pressure. The
overall result is that the total energy available to the turbine is essen-
tially unchanged, thereby causing no change in net electrical output. The
component characteristics which permit the system to operate in a manner
resulting in no change in electrical output must be considered unique to the
particular component designs and operating conditions involved. Normally,
changes in operating conditions result in changes in net electrical output;
but in the case of the 35-kWe system, the changes were small enough to have
no practical effect oh overall system performance.
The system operating characteristics were verified by tests of a
breadboard system with a nonnuclear heat source and an air-cooled radiator
heat rejection system; all other components were of the type planned for use
in the flight configuration. The results of these tests generally confirmed
the conclusion that essentially no change in net electrical output is
obtained for reactor outlet temperature changes between the limits of the
nuclear system control deadband.
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Turbine shaft power 63.5 KW
Alternator efficiency 91.5 *
Alternator groan output power 58.0 KW
Parasitic load total 21.0 KW
PNL PMA 4.7
Hg PMA 3-5
HRL PMft 4.6
L/C PMA l.lt
PLH 5-5
Control System 1.3
Net output power 37.0 KW
HEAT RAKEATED BY L/C_RADIATOR
Turbine • 5-25 KW
Alternator 4.20 KW
L/C PMA 1.40 KW
Hg FMA
HRL PMA
#1 PHL PMA
#2 PNL PMA (standby)
TEA
W= 11600 (VAPOfl)
3.14 Ktf
2.25 KW
2,12 KW
0.12 KW
0.59 KW
19.08 KW
T=I28C
<E
U
J<O
t-oa
:
T = I2
PRIMARY
NOK
LOOP
re i
a
0i
L
E
R
«Z54 P=848
= 1296 T-IJ56
MERCURY
RANKINE
LOOP
(TURBINE
Hg PMA
PNL PMA
DESCRIPTIVE FEATURES
Turbine aerodynamic efficiency - 55-T^
Turbine Inlet pressure - 248 psia
Turbine exhaust pressure - 13.4 psia
HaK PMAs: 5800 rpm induction motora,
both HaK loops
Nak PMAs: Cooled by L/C fluid
Hg PMA with motor scavenger
Tube-ln-tube boiler (7 Hg tubes)
Tube-ln-shell condenser (73 Eg tubes)
S8E6 reactor
Parasitic load resistor (PLR) In HHL
Saturable reactor-nagnetlc
speed control
Radiator HaK T - 175°F
PERFCRKflKCE_gLWAHY
Net reactor input to PCS 528 KWT
Net electrical output 37 KWB
Overall systen efficiency 7.0 %
HRL radiator
Area 1150 ft2
Heat rejected 1(37 KWT
L/C radiator
Area 335 ft2
Heat rejected 19.08 KWT
L/C lov temp, radiator
Area
Total radiator area
EGS velght, leas shield
PCS frame
Cozgwnento
Radiators & supports
Nuclear system
lW ft2
1629 ft
10,^ 50 Ibs
1600
53^0 •
2720
' 790
27'5.66"
REACTOR CORE £
CONE HALF ANGLE
12.5*
35KWE SYSTEM ENVELOPE
Figure 3-19 State-Point Diagram for 35-kWe Power Conversion System
(Design-Point Conditions: Reactor Outlet Temperature
at Lower End of Deadband Control, and Zero-g Environment)
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B
0
1
L
E
P=25I P = 246|
T = I306 T = I283
MERCURY
RANKINE
LOOP
r
P=5O<
T=467
PNL PMA
P = 22
PIML PMA
TURBINE
P=I3.4
T=665
HgPMA
W=40000
P = I 9
HRL PMA
LUBRICATION
AND COOLING
LOOP
T-627
HEAT
REJECTION
LOOP
T=629
J T=454
POWER DISTRIBUTION
Turbine shaft power 63.9 KW
Alternator efficiency 90.9 $
Alternator gross output power 58.0 KW
Parasitic load total 21.0 KW
PHL PMA IK7
Hg PMA 3.5
HRL PMA k.6
L/C PMA l.U
PIS 5.5
Control System 1.3
Met output power 37.0 KW
HEAT RADIATED BY L/C RADIATOR
Turbine 5.25 KW
Alternator 4.20 KW
L/C PMA 1.1(0 KW
Hg PMA 3.14 KW
HRL PMA 2.25'KW
#1 PNL PMA 2.12 KW
#2 PNL PMA (standby) 0.12 KW
TRA 0.59 KW
19.08 KW
DESCRIPTIVE FEATURES
Turbine aerodynamic efficiency - 55.6$
Turbine inlet pressure - 2W psia
Turbine exhaust pressure - 13.9 psia
NaK PMAs: 5800 rpm induction motors,
both NaK loops
NaK PMAs: Cooled by L/C fluid
Hg PMA with motor scavenger
Tube-in-tube boiler (7 Hg tubes)
Tube-in-shell condenser (73 Hg tubes)
S8DS reactor
Parasitic load resistor (PLR) in HRL
Saturable reator-magnetic amplifier
speed control
Radiator NaK dl - 179°F
PERFORMANCE SUMMARY
Net reactor input to PCS 537 KWT
Net electrical output 37 KWE
Overall system efficiency 6.9 jf
Figure 3-20 State-Point Diagram for 35-kWe Power Conversion System
(Off-Design Condition: Reactor Outlet Temperature at Upper End
of Deadband Control, and Zero-g Environment)
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3-3 SYSTEM DESIGN
3.3.1 General'Criteria
Design criteria were established which applied to the man-rated 35-
and 90-kWe configuration concepts. The results of analyses which formed the
basis for some of these criteria and design studies for which the criteria
were used in defining an interim system are presented in Reference 7. These
criteria are examined in detail below.
3.3.1-.1 System Redundancy
To increase the reliability of a man-rated system and to increase
its flexibility, system and component redundancy were employed where necessary.
Tradeoff studies indicated the proper mode of redundancy where it was not
readily apparent. Redundancy was considered for the following electrical
generating system elements:
• Power conversion systems
• NaK pumps
• Boilers
• Radiators
• Electrical systems
• Instrumentation
• Reservoirs and Valves
a. Power Conversion Systems.- The basic redundancy approach was
to have two independent mercury Rankine-cycle power conversion systems with
independent heat rejection, lubricant-coolant, and electrical subsystems.
Two power conversion systems were selected to provide an electrical generat-
ing system of minimum weight and space which would provide continuous power
(except during system switchover) and which could take advantage of crew
availability to replace malfunctioning components.
The impact of a man-rated system appears here since redundancy with
component replacement would not be plausible with an instrument-rated system.
Further, the selection of dual power conversion systems with one on standby
sets the framework within which the balance of the redundancy concepts are
established.
b. NaK Pumps.- Personnel access to the WaK loop containing the
reactor is not possible while the system is operating because of high temper-
ature, high gamma radiation levels in the NaK, and the radiation levels between
the instrument and biological shields, or in the volume enclosed by a U-pi
shield. Since component replacement is not possible in this section, dual
pumps were decided upon for the reactor coolant loop.
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The intermediate loop had two boilers in series (and, hence, a
single intermediate loop) to provide redundancy as described above. Since
there would be no way to replace a malfunctioning WaK pump in the intermedi-
ate loop and simultaneously maintain system operation, two NaK pumps were
provided.
c. Boilers.- It was decided that a boiler would be provided for
each power conversion system (the operating system and the redundant system).
The alternative would be to have one boiler with switching capability on the
mercury side to each of the two mercury Rankine-cycle loops. This design was
not selected because it was felt that the unreliability of the required 1300°F
mercury vapor valve would compromise the system operation. Further, even if
a leakproof valve were developed, any failure of the boiler that allowed the
mercury inventory to mix with WaK would result in loss of both power conversion
systems since the mercury inventory would be shared by the two systems. The
boiler double-containment concept discussed below (3-3-1-lj i) would prevent
mixing of the flowing WaK and mercury. However, leakage between the static
WaK chamber and mercury would -still result in contamination of both power
conversion systems. For these reasons, the decision was made to use two boil-
ers with each boiler servicing a separate power conversion system. The boilers
were coupled on the WaK side (primary WaK loop of the 35~kWe system and inter-
mediate loop side of the 90-kWe system).
The boilers were connected in series (relative to WaK flow) because
parallel connection would have required valves which would have decreased the
overall system reliability. With the boilers in series, the pressure drop in
the WaK loop increases, but no valving is required. It was decided that the
pressure drop penalty (about 3 psid) was preferable to the addition of four
WaK valves to the system.
d. Radiators.- A reliability analysis (reported in Section II-A
of Reference 7) was performed to determine which would be preferable: a
single heat rejection loop with a single tube radiator, or two completely
independent heat rejection loops servicing each of the two mercury Rankine-
cycle systems with a dual tube radiator (shared fin design). This study
indicated, that, for high component reliability (over .98) and high system
reliability (over -97)? the dual-tube radiator is preferable.
e. Electrical System.- A reference approach was selected for the
dual power conversion system electrical equipment and programmers. The options
considered were as follows:
• A single set of electrical equipment in combination with one
and two programmers (with and without interchangeability for
the two power conversion systems)
• Two sets of electrical equipment in combination with one
and two programmers (with and without interchangeability
for the power conversion systems)
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• Two sets of electrical equipment (with and without interchange-
ability for the power conversion systems) in combination with
one and two programmers (with and without interchangeability
for the power conversion systems).
The selected configuration was one programmer and one set of elec-
trical equipment for each power conversion system with interchangeability
between electrical systems and the power conversion systems. This choice from
the options considered was based on the excessive amount of switch gear (control
transfer contacts, valve transfer contacts, emergency shutdown transfer contacts,
control diodes and valve diodes) required for the other cases.
f. Instrumentation.- A two-fold redundancy was used in the instru-
mentation system. First, in the emergency shutdown system, a "two-out-of-
three" voting logic circuit approach was used. This meant that at least two
out of three measurements must confirm that a design point has been exceeded
before the shutdown could be initiated. Second, redundant instrumentation
was provided where the loss of one instrument would not permit steady-state
performance analysis during a combined system test.
g. Reservoirs.- In certain situations, duplicating components
does not provide effective redundancy, and in these cases other measures were
taken. All loop expansion reservoirs, for example, were of a bellows sealed
design with a passive pressurization system consisting of a captured gas
volume. Since failure of the expansion reservoir bellows would lead to loss
of system inventory and pump cavitation, all reservoirs were provided with
redundant bellows; i.e., no single bellows failure would prevent the reser-
voir from performing its function in the system.
h.. Double Acting Solenoid Valves.- To avoid continuous operation
of the system isolation solenoid valves (located in lubricant-coolant system,
heat rejection loop, auxiliary loop, and mercury injection system), all
solenoid valves were bistable and mechanically latched in one of the two
normal operating positions until actuated.
i. Double Containment.- Because a reactor coolant leak could have
serious consequences to personnel located above the biological shield, a con-
cept of redundancy was selected for components which presented a potential
for cross-leakage between the reactor coolant loop and other loops; for
example, the boiler in the 35~kWe configuration, the auxiliary loop heat
exchanger, and intermediate heat exchanger. The design ground rule estab-
lished required double containment of these components. As used here, double
containment is defined as component construction such that no single struc-
tural failure can result in intermixing of flowing fluids through the component.
In general, this was implemented by providing a static WaK zone between the
active fluid passages in the heat exchangers.
3-3-1.2 System Maintainability
The power conversion system was designed so that all components are
replaceable without requiring the either removal of other components or dis-
connecting of piping and electrical harness not directly mating with the com-
ponent to be replaced. Access for maintenance depended on the electrical
generating system configuration. For the case of the 35~kWe system with a
conical envelope, access was through a four-foot access core along the system
centerline. In the case of the rectangular 90-k¥e system, access was from
front, back, and top of the unit. Allowance was made at the component/piping
interface for three component removals and rewelds. In addition, adequate
space was provided for semi-automatic welding and brazing equipment. Although
flanged joints would enhance maintainability, mechanical joints are unaccept-
able from the standpoint of reliability. Therefore, connections in liquid
metal loops are of an all-welded design. System structural members which
would have to be moved to permit access for component replacement were bolted
in place. Structural mounts were designed so that identical components could
be replaced without changing or replacing the mount.
In general, however, the power conversion system was designed to
require no routine maintenance, repair, or service; the concept of mainte-
nance, as applied to the electrical generating system, was limited to one of
component replacement.
3-3-1.3 Piping Design Approach
At the high temperatures associated with the SWAP-8 system, provision
must be made for the thermal expansion of the piping between components. There
are several ways to do this. By taking advantage of the piping configuration
between components, it is possible to reduce the pipe stress and component end
loading to acceptable levels. By arranging the components so that the inter-
face points of contiguous components are located as closely as possible in as
many coordinate axes as possible, the flexibility requirements are reduced.
The disadvantages of using the connecting piping itself to absorb thermal
growth is that, compared to other component mating methods, the length of pip-
ing required results in greater pressure losses (hence, increased pump power),
increased pipe insulation and fluid inventory weight, additional pipe supports,
and increased expansion reservoir capacity. On the other hand, the reliability
of the system is high since the quality control for piping can be extremely
good and component supports are simplified since components can be treated as
anchor points for the piping.
Another way to allow for thermal expansion is to insert expansion
joints in the piping between components. Several methods could apply. First,
a single bellows can be used to absorb the thermal movement of the section of
pipe between components. An unrestrained bellows, however, will impose a
pressure thrust on the piping and hence the component interface due to the
unbalanced pressure between the bellows convolutions and external environment.
If the piping between the components is not in a straight line, bending moments
will be imposed on the bellows which are undesirable. Second, a pressure-
compensating bellows can be used to eliminate the pressure thrust generated by
an unrestrained bellows. These are usually large and complex making quality
control even more difficult. In addition, they are not drainable and would
trap quantities of liquid metal creating a possible corrosion problem as well
as test loop handling problem. Third, a gimbal bellows design can be employed.
In this case, several bellows are used in the line segment between components.
The bellows are internally or externally restrained by means of tie-rods so
that no pressure thrust is transmitted to the lines. The thermal movement of
the line is accommodated by flexing of the bellows. This method, however,
would require two or three bellows between every two components in the system.
The decision was made not to use bellows in the SNAP-8 piping system because
of the difficulty in procuring uniformly fabricated bellows with predictable
characteristics,
One other way to control thermal expansion would be to support the
components in a manner that would allow them to move to meet line growth
demands. This approach was taken in the W-l test facility at the Lewis
Research Center, For the SNAP-8 engine, however, it was decided that this
would result in relatively complex supports (e.g., slides and rollers) which
were not adaptable to flight systems.
As a result, the piping system was designed to take advantage of
piping flexibility to provide a system which would be highly reliable and
adaptable to the demands of an evolving system arrangement.
3.3.1.U Environmental Requirements
The overall requirements for the SNAP-8 electrical generating systems
are specified in NASA Specification Wo. UlJ-l. The. environmental requirements
for the SNAP-8 system are given in NASA Specification No. l^J-2, Revision C.
Both specifications pertain to the SNAP-8 system as a whole and to the various
subsystems and individual components. Because neither the system envelope nor
the mission/system interface and system/booster interface requirements have
been defined, it is premature to apply either environmental design criteria or
environmental test requirements to the power conversion system. The design
approach taken was to maintain the flight environmental requirements for the
components individually, but to limit the system environmental requirements to
those encountered in ground testing and handling.
The environmental design criteria for the SNAP-8 power conversion
system components are delineated in NASA Specifications klf-l and Urf-2,
Revision C. Specific exposure data are presented for the terrestrial, space,
and lunar natural environments as well as the induced environments expected
during transportation, launch, lunar landing, and system operation. Induced
and natural environments exist simultaneously in real time, and the design
criteria include the combined loading effects.
The natural terrestrial environments are based on conditions experi-
enced in coastal areas of the United States; in particular, the Atlantic Mis-
sile Range. These conditions apply to the components during handling, instal-
lation, or flight readiness for a period of up to six weeks. The specific
requirements include the extremes and typical values of conditions for humidity,
sand, dust, fungus, salt fog, temperature, wind, rain, explosive atmosphere,
and magnetic field.
The conditions of natural space and lunar surface environments
apply to the components prior to and during startup, operation, and shut-down
in space for a minimum of five years. Design values are presented for the
component exposures to external pressure, magnetic field, and a variety of
radiation sources. Included in .the radiation sources are values for earth
radiation, cosmic and solar high-energy particles, and constants for black-
body radiation of solar and galactic origin.
The induced environments of terrestrial origin are based on condi-
tions experienced in packaging, handling, transportation, and storage.
Specific handling and storage requirements for components are defined in
individual component specifications. The system handling and storage require-
ments are given in NASA Specification Wo. 417-2, Revision C.
The launch and/or lunar landing phases of induced environments are
applicable to the components installed in the launch vehicle. The components
are filled with service fluids but not operating. The specific design require-
ments include the range and typical values of vibration, shock (l5~g peak),
acoustic noise and linear acceleration (+ 5~g longitudinal and + 1.25-g perpen-
dicular).
The induced environments of space and/or lunar surface origin apply
to the components under both operating and nonoperating conditions. The de-
sign requirements include vibration frequencies and levels, maneuvering
accelerations, and reactor-induced radiation. The maximum total integrated
radiation, including direct, scattered, and secondary radiation from all
nuclear sources, will be one of the following limits depending on the loca-
tion of the specific component in the structure: Level 1 defines the design
criteria for solid-state control electronics, Level 2 for mechanical and
electromechanical components, and Level 3 for components located within the
gallery between a dual shadow-shield and/or a ^-pi shield,
• Fast neutrons (0.1 MeV or greater) total integrated dose in
five years:
Level 1 = 1 x 1011 nvt
12Level 2 = 5 x 10 nvt
Level 3 = 1 x 10 nvt
• Gamma rays, total integrated dose in five years:
Level 1 = 1 x 10 rads (c)
Level 2 = 5 x 10 rads (c)
Level 3 = 1 x Kr rads (c)
A major contribution to the system gamma dose rate results from
activation of the reactor coolant. The sodium constituent of NaK becomes
the primary gamma source, although potassium contributes to the NaK dose rate
also. The NaK gamma dose level is comparable to the reactor gamma dose rate
after attenuation by the instrument shield.
3.3-1-5 Materials Engineering
At the start of the SNAP-8 program, it was acknowledged that mercury
loop construction materials would be subject to corrosion and mass -transfer
attack by mercury at system operating conditions. Consequently, testing was
directed toward the selection of suitable mercury containment materials.
Solubility tests were made using specimens of various candidate construction
materials. In 1962 capsules of selected materials were tested under thermal
gradient conditions between 1025 and 1250 F for periods of 500 to 10,000 hours.
Results of this program were reported in References 1, 8, and 9- A mercury
corrosion loop was established which further evaluated the effects of mercury
corrosion under simulated system operating conditions at l/19th scale. These
tests are described in Reference 10. In 19&9, after 8700 hours of operation,
the 35-kWe power conversion system was temporarily shut down and a thorough
evaluation of mass transfer throughout the mercury loop was made. The results
of this survey were reported in Reference 11.
The general result of these programs was that mercury corrosion and
associated mass -transfer problems were solved by using the following materials
to construct mercury loop elements: refractory metal (tantalum) for mercury
containment in the boiler, 9 Ghrome-1 Molybdenum steel alloys in the lower-
temperature components (mercury pump and condenser tubes), S-8l6 cobalt alloy
in the hot turbine parts, and Type 316 stainless steel for component intercon-
necting piping. The use of Type 316 stainless steel for piping was a basic
criterion for the mercury loop design.
The extent of corrosive attack in sodium-potassium containment
materials depends on the oxide level in the flowing NaK. Tests verified that
stainless steel materials (316 series, 321 series, 3^ -7 series, 30^ - low carbon,
k-10 series) were completely satisfactory in NaK. service, and life expectancies
of five years can be postulated subject to one major condition: oxide levels
must be maintained at low levels (20 to 25 ppm). SNAP-8 system goals were set
at a 5 -ppm level.
3.3.2 90-kWe System
3.3.2.1 Design Criteria
The overall power conversion system envelope was defined as a
rectangular parallelepiped. The final outside dimensions of the envelope
were 5 x 12 x 10 ft (height). This envelope was selected with the following
objectives:
• To provide the maximum possible access for component
maintenance
• To fit inside potential space shuttle vehicle envelopes.
The power conversion system was to be designed and fabricated at
Aerojet and delivered to the NASA Space Power Facility at Plum Brook, Ohio.
Here, the power conversion system would be mated with the reactor primary
loop (including reactor and -^pi shield), the heat rejection loop heat sink,
and the lubricant-coolant loop heat sink for a combined system test. Initial-
ly, a nonnuclear heat source was to have been substituted for the reactor to
permit system checkout.
The power conversion system was designed to the ground rule that the
maximum environmental temperature would correspond to the lubricant-coolant
radiator operating temperature. This eliminated the need for special provis-
ions to protect system elements such as valve motors, instrumentation, and NaK
pumps from the elevated temperatures which would result if the heat rejection
loop radiator were to surround the power conversion system. To avoid placing
undue restrictions on the test configuration, however, the power conversion
system structure was to have been fabricated from stainless steel instead of
a lower-service-temperature material (aluminum, for example) since auxiliary
cooling could be provided for other elements if a heat rejection loop radiator
were ultimately located around the power conversion system; but the frame
could not readily be protected, and fabrication of a second frame would be
unnecessarily costly and could delay the testing schedule.
The system design was based on nominal operating conditions associ-
ated with a 1200 F reactor outlet temperature; however, the ability to operate
at the former system state point for a 1300 F reactor temperature was retained.
This was reflected in the component requirements specification also.
The system was designed for an operating life of five years. Wher-
ever practicable, existing component designs were used. Maintenance access
was considered permissible from all planes except the bottom plane.
A mating flange was provided at the base of the power conversion
system structure to permit the unit to be bolted to the reactor primary loop
structure. All piping interfaces were designed as anchor points so that the
power conversion system piping was independent of other electrical generating
system and facility piping. The power conversion system was designed for a
one-g vertical operating load, and two-g vertical and one-g lateral nonoperat-
ing loads.
The power conversion system test article would have been nonredundant
with respect to total subsystems; however, component redundancies would have
been incorporated.
3-3-2.2 Component Arrangement
The components listed in Table 3-IV are shown arranged for the
combined system test unit in Figure 3-21. Component arrangement reflects the
ground rule of using existing components where possible and emphasizes main-
tenance and component accessibility.
TABLE 3-IV SNAP-8 90 kWe POWER CONVERSION SYSTEM PARTS LIST
Item Quanti
*Structure 1
*Boiler . 1
Turbine Alternator Assembly 1
Condenser 2
Parasitic Load Resistor 2
Pump Motor Assembly, Heat Rejection Loop 2
Pump Motor Assembly, Intermediate Loop 2
Pump Motor Assembly, Mercury Loop 1
Pump Motor Assembly, L/C Loop 1
*Reservoir, Expansion, Heat Rejection Loop 1
*Reservoir, Expansion, Intermediate Loop 1
*Reservoir, Expansion, Boiler Static NaK 1
*Reservoir, Expansion, L/C Loop 1
Reservoir, Mercury Injection 1
*Valve, NaK Diverter, Heat Rejection Loop 1
*Valve, NaK Diverter, Intermediate Loop 1
Valve, Flow Control, Heat Rejection Loop 1
Valve, Flow Control, Mercury Flow 1
Valve, Shutoff, Mercury Loop h
Valve, Shutoff, Heat Rejection Loop 1
Valve, Shutoff, L/C Loop 6
Heat Exchanger and Cold Trap, Heat
Rejection Loop Pump Motor Assembly 2
Heat Exchanger and Cold Trap, Intermediate
Loop Pump Motor Assembly 2
*Electrical Assembly No. 1 1
Transformer Current - VR-E Compensator 2
Transformer, Saturating Current-Potential 2
Breaker, Vehicle Load 2
Saturable Reactor 2
Valve Four-Way, L/C Loop 1
Item Quantity
^Electrical Assembly No. 3A 1
Voltage Regulator 2
Speed Control Module 2
Transformer, Speed Control 2
Compensator, Speed Control 2
Compensator, Voltage Regulator 2
*Electrical Assembly No. 2 1
*Inverter, EM Pump k
*Inverter, NaK Pump-Motor Assemblies 1
Contactor - Inverter DC 5
*Electrical Assembly No. Iffi 1
Transformer Rectifier Assembly 1
*Contactor - Motor Transfer 6
Electrical Protective System Module 1
Power Factor Correction Assembly 2
Electrical Harness 1
*Electrical Controls Assembly, Nuclear System 1
Flowmeter, EM, Intermediate Loop 2
Flowmeter, Mercury Loop 1
Flowmeter, EM, Heat Rejection Loop "3-
Flowmeters, Lube/Coolant Loop 5
Line Heaters, L/C 1 set
* Government Furnished Equipment
** Does not include reactor primary loop components,
shielding, or radiator assembly
The turbine-alternator and condensers are close-coupled to minimize
the pressure loss between the turbine exhaust and condensers since the system
net electrical output decreases by about one kWe for every one psia of pres-
sure increase in turbine back pressure. The turbine-alternator is oriented
horizontally because it was designed to operate in this position relative to
the local gravity vector. Similarly, the condenser operates with its longi-
tudinal axis within five degrees of the environmental gravity vector.
The reservoirs are oriented so that the fluid inventory does not
place side loads on the bellows; i.e., the carterline of the bellows is paral-
lel to the local gravity vector.
The lubricant-coolant loop components are located near the components
that are serviced by the lubricant-coolant circuit (mercury pump, turbine-
alternator, mercury injection system, and electrical system). This results in
minimum lubricant-coolant piping. The NaK pumps are- cooled by heat rejection
loop NaK.
The mercury pump is located below the condensers to maintain the
required NPSH during system operation. The mercury pump is also located so
that the suction pressure does not exceed ~ ^ 0 psia, the pump visco seal
limit. The mercury injection reservoir is located adjacent to the mercury
pump to help eliminate NPSH problems during startup and to facilitate mercury-
loop dumping during a system shutdown.
The condenser mercury discharge valves are located close to the
condensers so that the lines between the condensers and mercury pump are
filled from the reservoir and do not have to be filled by condensing mercury
on startup.
The boiler mercury outlet is located as close to the turbine inlet
as possible to minimize stresses in the mercury vapor line due to thermal
expansion, and to reduce the amount of heat required to bring the vapor line
up to operating temperature during startup.
The NaK pumps are operated horizontally since they were tested in
this position for more than 56,000 hours. However they were designed to
operate in any attitude.
The two parasitic load resistors are located adjacent to the
condensers since the heat rejection loop has parallel flow paths through
each condenser/parasitic-load-resistor pair.
The electrical components are located as far from the nuclear radia-
tion source as possible, and can be readily isolated thermally from the higher-
temperature loop components and piping. The electrical configuration reflects
the following ground rules:
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Figure 3-21 90-kWe Power Conversion System Arrangement
for the Combined System Test
Figure 3-22 Power Conversion System Frame Assembly
• Start programmer elements are not part of the electrical
assemblies, but will be located in the control room during
the combined system test.
• Electromagnetic interference filters will not be included in
the electrical assemblies for the power conversion system,
but there is some" space available for incorporation if
desired.
• Space for static inverters (needed for rotating and electro-
magnetic pumps) has been provided in the assemblies.
• The electrical assemblies consist of a cold plate with a
vented protective cover fastened to the base plate. To aid
in system assembly and subsequent diagnostics, the protective
covers are removable, whereas the individual terminal strips
remain attached to the base plate.
The planar S-shaped boiler was selected from several candidate
configurations because it provided the most compact power conversion system
with good access for component maintainability.
3.3.2.3 Structural Design
The power conversion system frame, shown in Figure 3~22, is based
on a truss concept. The center plane and supporting end faces form the basic
structure. These members are welded since they do not have to be removed for
component maintenance or initial installation. The top plane of the central
"l" section is supported by columns in the front and rear face of the struc-
ture. For analysis, it was assumed that the structure would be supported at
the exterior columns for ground tests leaving the central area unsupported.
The structure was also designed so that the complete power conversion system
could be lifted from the top plane (exclusive of the reactor primary loop).
Square and rectangular turbine members were used rather than round
members to simplify joint design and component mounting. Furthermore, a
square member is lighter than a round member of given stiffness and envelope
dimension. Structural member sizes were based on the results of a compre-
hensive computer-solution stress analysis. Analyses were completed for
vertical and lateral frame loading. Diagonal members were inserted in the
top, bottom, end, center and outside faces to limit frame deflection under
lateral loading and to stiffen the frame against vertical deflection due to
the method of support (because the external supports are located at the outer
periphery, the center plane tends to deflect downward relative to the outer
structure). Wo members cross between the center and outer faces except for
the two beams at the turbine-alternator support. This provides maximum space
for piping, components, and the associated supports. Columns and diagonals
in the outer faces are removable where required to facilitate system assembly
and component replacement.
3-50
Stainless steel was selected as the structural material. Aluminum,
carbon steel, and stainless steel were considered (see Figure 3~23). Aluminum
was eliminated for the following reasons.
• Use of aluminum would preclude installation of the heat rejec-
tion loop radiator around the power conversion system during
system test. At 600 F, aluminum has poor strength characteris-
tics.
• The overall cost of fabricating an aluminum structure would
exceed the cost of a steel structure despite the lower material
costs (this is because a large aluminum structure would require
use of special fixtures and heat treatment to eliminate distor-
tions during fabrication).
• For similar deflection allowances, an aluminum frame would
weigh about 100 pounds less than a steel frame.
• In the event of a mercury leak, the aluminum structural
strength could be drastically reduced.
Stainless steel was selected over carbon steel for the following
reasons:
• The material cost advantage of carbon steel is diminished by
the costs associated with providing .surface protection against
environmental corrosion.
• Virtually no difference in weight.
• The long-term yield strength of carbon steel decreases rapidly
above kOO°F.
• Thermally-insulated mounting brackets for the boiler and other
high-temperature components and piping are not required when
stainless steel is used.
The power conversion system component weights are itemized in
Table 3~V (the weights of the radiators have not been included).
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TABLE 3-V COMPONENT WEIGHTS FOR 90-KWE POWER CONVERSION SYSTEM *
_ Component _ Weight (ib)
NaK Pump, Intermediate Loop (2) 32U
NaK Diverter Valve, Intermediate Loop 12
Boiler , dry 833
Reservoir, Intermediate Loop lij-2
NaK Pump Heat Exchanger, Intermediate Loop (4) 80
Boiler Reservoir UO
Mercury Pump 200
Mercury Flow Control Valve 8
Turbine -Alternator, 12 Stage (2 Alternators) 1,572
Condenser, dry (2) 1&7
Double -Acting Solenoid Valve (U) 27
Mercury Injection System Reservoir 200
NaK Pump, Heat Rejection Loop (2) 32^
NaK Pump Heat Exchanger, Heat Rejection Loop (2) kO
WaK Diverter Valve, Heat Rejection Loop 12
NaK Flow Control Valve, Heat Rejection Loop 25
Parasitic Load Resistor, dry (2) 160
Heat Rejection Loop Reservoir 1^2
Lubricant -Coolant Pump 26
Lubricant -Coolant Reservoir lU2
Harness 463
Electrical Assemblies 1,860
Additional Electrical Components
Frame
Piping 828
Insulation 300
Fluid Inventories
Mercury
NaK - Intermediate Loop U85
NaK - Heat Rejection Loop 390
Polyphenylether - Lubricant -Coolant Loop 200
11,512 **
* Numbers in parentheses indicate number of units.
Weight given is for total units .
* Does not include reactor primary loop components, shielding or radiator
assembly.
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3.3-2.4 Component Support Designs
a. Boiler.- The boiler mounting concept is presented in Figure 3-24.
A study was made to identify a mounting method which would minimize stresses in
the boiler caused by the boiler weight and the restraint of thermal movement of
the boiler at operating temperatures. A detailed stress analysis was performed
for the various concepts studied. The results of this study led to the arrange-
ment shown, with the boiler anchored at the mercury-vapor outlet end and pinned
at the NaK outlet end with several intermediate supports to distribute the grav-
ity load. The mercury-vapor outlet end was anchored to prevent transmission of
loads from the boiler to the turbine inlet housing. Because of the stiffness
of the boiler shell, the loads transmitted to the end points, with the result-
ing stresses, were excessive. To limit these stresses, the approach finally
selected was to "spring" the cold boiler so that it operated in a virtually
stressless condition at temperature.
b. Turbine-Alternator/Condenser.- The turbine-alternator/condenser
mounting concept is shown in Figure 3~25> which also shows the mounting brack-
etry. The mounting system must be able to accommodate the following, factors:
• Axial expansion of the turbine housing between the condenser
and the turbine center line
• Vertical expansion between the condenser and the turbine •
center line •
• Condenser radial expansion
• Condenser gravity loading
• Piping loads at the condenser piping interfaces -
• Vapor line loads imposed on the turbine
• Frame deflections
• Turbine-alternator gravity loading.
The design approach selected uses a formed bellows between the
turbine exhaust and condenser inlet to isolate the turbine exhaust mainfold
from the loads imposed directly or indirectly by the factors listed above.
Each bellows is restrained with two tie rods to prevent a large pressure
thrust from being imposed upon the turbine exhaust manifold. This pressure
thrust would result only if a condenser overpressure condition occurred dur-
ing testing since the nominal operating pressure is low. The bellows are
deflected during assembly so that they are unstressed during system operation.
Since the temperature (600 F) and pressure (2.5 psia) are low and the deflec-
tions are small, a formed bellows affords adequate reliability (a similar unit
operated for more than 10,000 hours in the 35~kWe system test loop).
The various brackets seen on the exploded assembly, Figure 3~25,
function as follows:
FRAME
ANCHOR
INITIAL 4 opRNG
POSITION I S-- - G
SPRING SUPPORT
SPRING RATE = 300 LB/IN
BOILER
COLD SPRING
POSITION
Figure 3-2^  Boiler Mounting Concept
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The alternators are supported by trunnion mounts into which are
fitted the trunnion inserts located on the alternator housing. The trunnion
supports are slotted to accommodate the turbine axial expansion. These four
brackets sustain the turbine-alternator vertical loading.
The tvo center-line brackets position the turbine-alternator so
that the center of the unit does not move in the turbine shaft axial direc-
tion. These brackets are slotted vertically so that they take no vertical
load and cannot cause bending of the turbine housing.
The tvo condensers are bolted to a common condenser mounting bracket
which can move vertically on the condenser load-bracket shaft. This allows
the condensers to move downward to accommodate the vertical expansion of the
turbine exhaust manifold. It also transmits- the condenser/piping interface
loads to the mounting frame which is bolted to the system structure. The only
loads which can reach the turbine exhaust manifold are the vertical forces
acting on the condenser and loads produced by the angular displacement of the
bellows. These vertical forces are due to the weight of the condenser and
the vertical component of the piping interface loads, and are transmitted to
the turbine exhaust manifold through the bellows tie rods. The condenser
load spring is adjusted to balance the vertical forces so that the net verti-
cal force approximates zero.
Other designs considered all presented design and fabrication
complexities that the bellows approach eliminated.
c. Reservoirs.- A common mounting design was used for all system
reservoirs. Basically, each reservoir is connected to a support ring at the
top and bottom skirt of the unit by means of a flat spring so that normal
growth of the reservoir can be accommodated by deflection of the spring.
The spring at the top of the unit is a square U shape that can absorb the
axial growth of the unit. The thermal growth is away from the bottom of the
unit so that the reservoir does not load the connecting pipe. The intent was
to prepare a design which did not depend on moving or sliding parts in a
vacuum in order to function.
d. Pumps.- The pumps (NaK, mercury, and lubricant-coolant) were
bolted to brackets attached to the power conversion system or to the frame
itself. Slotted holes provided for thermal growth of the pump and motor
housings.
e. Parasitic Load Resistors.- Each parasitic load resistor was
bolted to a bracket using the lugs located on the unit near its center of
gravity. The bracket in turn is bolted to the frame. The mounting bracket
is split so that the parasitic load resistor can be installed or removed
without removing the bracket. A-second support provided at one end of each
resistor acts as a stop. Between the two supports, bending moments introduced
at the component interface are .translated into forces acting on the brackets.
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3-3«2.5 Piping Requirements
a. Piping Arrangement.- The piping arrangement for the power
conversion system is shown in Figure 3-21. The main flow piping in the inter-
mediate and heat rejection loops is 3~inchOD x 0.083~inchwall 316 stainless
steel, with the exception of the piping near the NaK pumps. The NaK pumps
have 2-inchOD x 0.065-inchwall suction and discharge connections (also of
316 stainless steel). The heat rejection loop piping, to and from the facil-
ity heat sink, is anchored at the frame interface for several reasons.
First, this decouples the heat rejection loop piping from the facility piping
which is an advantage since greater facility piping loads can be imposed on
the frame than on the power conversion system components. Second, as a con-
sequence of the above, the pressure losses in the lines to the heat rejection
loop heat sink can be decreased by using larger diameter piping than is used
in the system. The piping to the reactor primary loop will also be anchored
to decouple the power conversion system from the reactor primary loop.
The lubricant-coolant piping, which consists of low-temperature
small-diameter tubing, is anchored at the power conversion system structure
periphery.
Pressure losses for the intermediate and heat rejection loops are
given in Figure 3~26. Loop piping sizes were derived by matching the NaK
pump head rise with the system flow losses under transient and steady-state
conditions.
Pressure losses in the mercury loop are also shown on Figure 3"26.
The loop piping sizes were determined using the following guidelines:
• The mercury vapor line has a minimum pressure drop compatible
with the component and piping stress limitations.
• The mercury pump suction line must not restrict the pump NPSH
requirement of 10 psia, nor will it permit pressures in excess
of 40 psia during ground tests.
• The mercury pump discharge line must maintain minimum volume
within the head rise limitations of the pump.
The lubricant-coolant loop piping is sized for minimum system volume
compatible with the component flow requirements. Two overriding design criteria
were (l) the lubricant-coolant pump NPSH requirement of 1.8 psia, and (2) the
back pressure requirement of 2 to 5 psia to the bearings of the mercury pump and
turbine-alternator. The overall system pressure drop is not considered to be a
problem because the performance of the lubricant-coolant pump is adequate for
the current requirements.
b. Piping Stress Analysis.- Piping for the intermediate, mercury,
and heat rejection loops was analyzed for thermal stresses at the system
operating temperatures. In addition, the piping interface loads were calcu-
lated for one gravity assuming unsupported piping. The allowable rotating
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machinery interface loads are based upon existing configuration control
drawings for these components. It was assumed that static components which
have not been designed or are being modified can withstand interface loads
comparable to loads that the connecting piping can accept. Some general
results of the piping stress analyses are as follows:
(1) To minimize stresses in the intermediate loop WaK-pump suction
lines and in the mercury vapor line, the boiler is mounted
using a combination of anchors, pinned supports, spring support,
and initial cold springing of the boiler itself.
(2) Some lines do not require intermediate supports in the one-g
environment.
(3) The intermediate loop and heat rejection loop lines to and
from the radiator are anchored at the power conversion system
frame interface with the facility piping.
(k) The NaK diverter valves are considered part of the piping and
are not supported independently.
(5) The boiler is considered anchored at the mercury-vapor outlet
end to minimize the length of the mercury vapor line. The
mercury-vapor line is as short as possible to minimize the
boiler/turbine inlet line pressure loss and the possibility
of mercury vapor condensation during system startup.
c. Insulation System.- A study was made to select the insulation
method to be used for the power conversion system. Various kinds - such as
Min-K, reflective insulation, super insulation, and vermiculite - were
considered. The criteria which influenced the selection were:
• Cost
• Ease of application and reusability
• Resistance to nuclear radiation damage
• Compatibility with NaK and mercury
• Restraint on pipe movement
• Adaptability to piping configuration changes
• Weight and volume required
• Chloride content (per MLL-I
• Stability in a hard vacuum.
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In addition, it was decided that the surface temperature of the
insulation could be high enough so that personnel working on the loop would
require asbestos gloves. To minimize insulation weight and volume, the
insulation was sized for operation in a vacuum despite the fact that operation
in air during checkout would be required. Since the normal operating mode is
in vacuum this was the reference environment.
The material that best met the design criteria was Min-K* insulation
which can be used in blanket and tape form with a stainless steel foil jacket
around the outside.
In summary, vermiculite was not acceptable because of its high
chloride content; super insulation is excessively costly and fragile; reflec-
tive insulation is excessively bulky, heavy, and cannot be readily changed to
accommodate piping modifications. Since the manufacturer usually designs the
latter insulation system, design data are proprietary making this method very
difficult to study.
3.3.2.6 Electrical System
The electrical system appears in the block diagram in Figure 3-3.
The various electrical components are located in protective housings and
perform the functions described below.
a. Electrical Assemblies.- The low-temperature
electrical assemblies provide an actively cooled heatsink to maintain the
components at a stable temperature using 1^0 F lubricant-coolant fluid. This
fluid is cooled by a separate, external heatsink (a low-temperature radiator
or TSE equivalent). The following functions are performed by the components
in the low-temperature electrical assemblies:
• The voltage regulator provides a control signal proportional
to the frequency of the alternator output to the static exciter
to regulate the alternator output voltage at the nominal system
output value.
• The speed control module operates in conjunction with the
saturable reactor and parasitic load resistor to regulate
the steady-state frequency of the alternator.
• The power factor correction assembly corrects the power factor
of the system and vehicle load demand on the alternator from
lagging to approximately unity (when the vehicle load is at de-
sign conditions). The purpose is to increase alternator effi-
ciency and hence available real-power output.
*Min-K insulation is manufactured by Johns-Manvilie Aerospace Products
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• The electrical protective system protects the electrical system
from internal (power conversion system) and external (vehicle
load) faults. Any fault in the vehicle load is isolated from
the power conversion system by opening the vehicle load breaker.
An internal fault causes the power conversion system to shut
down following a programmed sequence of events. The electrical
sensors associated with the protective system operate from the
electrical signal they sense and do not require additional
power sources. Internal faults are distinguished from external
faults by a time delay in the protective system which allows
the system time to recover from an external fault after the
vehicle load breaker has opened, and before action is taken to
shut down the system.
• The inverter converts dc to ac power to start and operate the
pumps during the period preceding and subsequent to alternator
operation (startup, shutdown, and nuclear system decay heat
removal).
• The inverter for the electromagnetic pump converts dc to ac
power to start and operate the electromagnetic pumps during
all phases of operation. During startup, shutdown, and nuclear
system decay heat removal, the inverter input power is provided
by a dc power supply; during steady-state operation, the power
input is provided by a transformer-rectifier which receives its
power from the alternator.
• The transformer rectifier converts 400 Hz alternator output to
dc power which is input to the electromagnetic pump inverters.
• The inverter dc contactors are actuated by a signal from the
programmer and cause electrical energy to be transmitted to
the pump inverters. A latching design assures that no electri-
cal input is required to maintain them in an open or closed
position.
• The motor transfer contactors are actuated by a signal from the
programmer and performs two functions: (l) cause the electrical
input to the rotating pumps to be switched to the inverter, or
(2) select the NaK pump which is to operate (redundant NaK pumps
are installed in both the intermediate and heat rejection loops).
When the actuating power is removed, the MTCs automatically
transfer the pumps from the inverter output back to the alter-
nator output. For shutdown, the programnier actuates the MTCs
to transfer the pumps back to the inverter output power for
decay heat removal.
3-62
• The saturable reactor controls the power delivered to the
parasitic load resistor from the alternator in order to
maintain nominal turbine speed.
• The speed control transformer assembly provides power to the
speed control module.
• The saturating current potential transformer, in conjunction
with the voltage regulator, provides alternator field current
to control the alternator output voltage.
• The vehicle load breaker connects and disconnects the alternator
to the vehicle load. A latching design assures that no electri-
cal input is required to maintain it in open or closed position.
b. Parasitic Load Resistor.- This device functions in conjunction
with the speed control system by acting as a variable electrical load on the
alternator after the turbine speed enters the steady-state control range of
the speed control system. For normal operation, the speed control system
regulates the power dissipated in the parasitic load resistor to equal the
difference between the electrical output generated by the alternator and the
vehicle load demands together with the power required to operate the system
components. In this way, the unit maintains a constant electrical load on
the alternator so that the system state-point conditions are independent of
the vehicle load. The parasitic load resistor is immersed in the heat rejec-
tion loop fluid, and rejects to the fluid as waste heat the electrical power
absorbed.
c> Control Console.- The combined system test facility control
console was designed to provide the following:
(1) System and component diagnostic instrumentation readout devices
(2) A power conversion system alarm panel
(3) A panel to permit remote manual control of the programmer and
to initiate startup and shutdown. During steady-state opera-
tions, the manual control panel permits:
• Adjustment of the mercury flow through the flow control
valve
• Interruption and reinitiation of the protective system
vehicle load breaker reclosing cycle
• Adjustment of frequency and voltage
(U) A control panel for remote manual control of each pump at
inverter output frequencies
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(5) A startup-shutdown monitor with manual control capabilities.
This monitor includes:
• An event recorder which indicates the startup or shutdown
sequence status
• A clock which indicates total elapsed time from initiation
of startup or shutdown
• An interval timer which indicates elapsed time of selected
startup and shutdown subsequences
• A "hold sequence" switch which stops the startup or shut-
down sequence at any point,, except as follows: It shall
not be possible to manually "hold" the startup sequence
(or equivalent shutdown period), from the time that the
boiler isolation valve is opened until 90$ of the first
mercury flow plateau time period elapses. The startup
(or shutdown) sequence shall continue from the point of
the "hold" when the "resume sequence" switch is actuated.
d.. Programmer.- The programmer controls all functions of the power
conversion system including sequencing on start, shutdown, and restart. It
provides for internal and external fault protection by the use of the protec-
tive system. The programmer would be located in the facility control room
for the combined system test at Plum Brook.
3.3.2.7 Interface Requirements
The regions of the power conversion system frame which have been
assigned for mechanical, electrical, and instrumentation interfaces are shown
on Figure 3~2T. The power conversion system facility mechanical interfaces
are located along one face of the frame to simplify mating with facility test
support equipment. The loop vacuum/vent and fill-drain interfaces are located
at the top and bottom, respectively, of the frame for ground tests.
The interfaces between the electrical harness and the power conver-
sion system, and between the electrical harness and the facility will be
governed by the following guidelines:
• Routing will be determined on a full-scale mockup with
particular attention paid to thermal environment.
• Harness cable will be routed in bundles and clamped to
nonremovable frame elements.
• Conductors will be welded to the terminals.
• Conductor insulation will be designed for a vacuum
environment.
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The instrumentation harness-interfaces will follow guidelines
similar to those used for the electrical harness. In addition, appropriate
routing and shielding will be incorporated to minimize electrical interfer-
ence.
3.3.3 35-kWe System
3.3.3.1 System Configuration
The 35-kWe SNAP-8 envelope, shown in Figure 3-28, is a combined
truncated cone and cylinder divided into the following four main assemblies:
• The nuclear system containing the reactor and nuclear shield
• The gallery section containing the power conversion system
radioactive components
• The separation section containing the biological shield
• The main section containing the remainder of the power conver-
sion system components and the system controls. This section
is divided axially into two compartments of equal size which
are completely independent (no piping or components cross from
one compartment to the second).
A four-foot-diameter access cylinder through the center of the main
section frame accommodates initial component installation and subsequent
maintenance, since the main section would be surrounded with a radiator and
would not be accessible from the outside.
Accessibility to the gallery section components for initial assembly
is by means of removable frame members. After the system becomes operative,
the NaK is radioactive and the gallery section is not accessible.
The main section was designed to be compatible with a heat rejection
loop radiator around the outside. The gallery was designed to be surrounded
by a k-p± shield.
The 35-kWe system flow schematic appears as Figure 3~29«
3.3«3«2 Component Arrangement and Mounting
Figure 3-5 (page 3-12) presents the overall 35~kWe SNAP-8 component
arrangement for the dual power conversion system configuration for manned
missions. The components are-listed in Table 3~vT.
The boilers, auxiliary heat exchangers, primary loop NaK pumps, and
the primary NaK loop expansion reservoir are mounted in the gallery section to
minimize and centralize the volume containing radioactive materials. This con-
figuration permits the use of shadow radiation shielding as opposed to larger
and heavier individual component shielding.
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SYSTEM/COMPONENT LEGEND
PHL PRIMARY HaK LOOP
KMHX-1 HaK - MERCURY HEAT EXCHANGER (BOILER)
NMHX-2 NaK - MERCURY HEAT EXCHANGER (BOILER)
ASHX AUXILIARY START HEAT EXCHANGER
PRL PMA-1 PIMP MOTOR ASSEMBLY - PNL
PKL PMA-2 PIMP MOTOR ASSEMBLY - PNL
CT-1 COLD TRAP - PNL PMA-1
CT-2 COLD TRAP - PNL PMA-2
E-l ECONOMIZER - PKL PMA-1
E-2 ECONOMIZER - PNL PMA-2
OR-L DELETED
OR-2 DELETED
FL-1 FILTER - PHL PMA-1
FL-2 FILTER - PHL PMA-2
PHR EXPANSION RESERVOIR - PNL
CV-1 CHECK VALVE - PNL
CV-2 CHECK VALVE - PNL
HgL MERCURY LOOP
TAA TURBINE ALTERNATOR ASSEMBLY
SV-5 SHUTOFF VALVE - TAA
SV-6 SHUTOFF VALVE - TAA
FM-1 FLOWMETER - TAA
FM-2 FLOWMETER - TAA
OR-3 ORIFICE - TAA
CR-k ORIFICE - TAA
PL-3 FILTER - TAA
COMD CONDENSER
Hg PMA PUMP MOTOR ASSEMBLY - Hg
SV-3 SHUTOFF VALVE - Hg PMA
SV-U SHUTOFF VALVE - Hg PMA
FM-3 FLOWMETER - Hg PMA
FM-4 ' FLOWMETER - Hg PMA
OR-9 ORIFICE - Hg PMA
OS-11 ORIFICE - Hg PMA
FL-1* FILTER - Hg PMA
MIS MERCURY INJECTION SYSTEM
MIR MERCURY INJECTION RESERVOIR
MTV INJECTION VALVE - MS
MRV RECHARGE VALVE - MIS
OR-10 ORIFICE - MIS
MCV CONDENSER ISOLATION VALVE - MIS
FM-9 FLOWMETER - HgL
FCV FLOW CONTROL VALVE - HgL
HRL HEAT REJECTION LOOP
TCV TEMPERATURE CONTROL VALVE - HRL
PLR PARASITIC LOAD RESISTOR
HRR EXPANSION RESERVOIR - HRL
HRL PMA PUMP MOTOR ASSEMBLY - HRL
CT-3 COLD TRAP - HRL PMA
E-3 ECONOMIZER - HRL PMA
OR-6 ORIFICE - HRL PMA
FL-5 FILTER - HRL PMA
SV-1 SHUTOFF VALVE - HRL
FM-T FLOWMETER - TO ASHX
OR-7 ORIFICE - TO ASHX
LCL LUBRICATIOH AMD COOLANT LOOP
LCH LUBRICANT AND COOLANT HEATER
LCR EXPANSION RESERVOIR - LCL
OR-8 ORIFICE - LCL
OR-L3 ORIFICE - LCL
L/C PMA PtKP MOTOR ASSEMBLY - LCL
OR-9 ORIFICE - LCL
FM-6 FLOWMETER - LCL
TRA TRANSFORMER REACTOR ASSEMBLY
OR-15 ORIFICE - TRA
TSE TEST SUPPORT EQUIPMENT
NaK SODIUM-POTASSIUM
Hg MERCURY
LCA LCH TEMPERATURE CONTROL ASSEMBLY
PROG PROGRAMMER
[55] SHUTOFF DEVICE
LUBRICATION/COOLANT LINE
PNL (NaK) LIKE
HRL (NaK) LINE
--- HGL (MERCURY) LINE
H|H ORIFICE
~- FLOWMETER
-w- FILTER
36 SOLENOID VALVE, DOUBLE ACTING
ft VALVE, MOTOR OPERATED
& SOLENOID VALVE
— DIRECTION OF FLOW
-u-u- LINE HEATER
Figure 3-29 Power Conversion System Flow Diagram
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TABLE 3-VI COMPONENTS IN SNAP-8 35-KWE DUAL POWER CONVERSION SYSTEM
Component Quantity
NaK Pump " k
Boiler 2
Start Loop Heat Exchanger 2
Primary NaK Loop Expansion Reservoir 1
Primary WaK Loop Check Valve 1
Mercury Pump 2
Mercury Flow Control Valve 2
Turbine Assembly . 2
Condenser 2
Mercury Injection System 2
Heat Rejection Loop Flow Control
Valve 2
Parasitic Load Resistor 2
Auxiliary Start Loop Shutoff Valve 2
Heat Rejection Loop Expansion
Reservoir 2
Lubricant-Coolant Pump 2
Lubricant-Coolant Expansion
Reservoir 2
Lubricant-Coolant Shutoff Valves 8
Mercury Condenser Isolation Valve 2
Mercury Boiler Isolation Valve 2
Alternator
High-Temperature
Electrical Assembly 1 2
2 2
Low-Temperature
Electrical Assembly 1 2
2 2
Inverter 2
Programmer 2
3-68
The gallery-section height was minimized by coaxially mounting the
two boilers, two auxiliary heat exchangers, and the expansion reservoir.
Effectively, the boilers and auxiliary heat exchangers acted as pipe runs from
the gallery interface to the WaK pump suction line interface. The reservoir
was located inside the boiler coil. The boiler/reservoir combination was
insulated as a unit with a two-inch thick blanket of Min-K insulation around
the periphery, across the top of the reservoir and across the bottom of the
auxiliary heat exchanger. The reason for this was to create a constant-
temperature definable environment for the reservoir.
To simplify the reservoir pressurization system, a captured-gas
inventory in the reservoir was used to provide the operating pressure. The
temperature of captured gas inventory with no regulator will follow the
environmental temperature. The pressure "window" in the prjonary WaK loop is
set by a maximum inlet pressure of 35 psia to the reactor and 20 psia to the
WaK pump suction. Thus, the reservoir pressure was initially set to permit
pump operation at startup frequencies without cavitation. As the loop heated
up, the reservoir pressure rose to the normal operating value so that, by the
time the pump accelerated to its nominal operating point, the loop pressure
was properly set. An analysis established the steady-state gallery tempera-
ture profile and the primary loop reservoir transient response of the system
during startup; the results are shown in Figures 3~30 and 3~31«
Figure 3~32 shows the effect of increased gallery height on biolo-
gical shield weight. This assumes that the biological shield thickness is a
constant so that increasing the gallery height moves the biological shield up
the cone (see Figure 3~28) increasing its diameter and hence weight. The
reference for this curve is the shield for the 50-inch gallery. The gallery
target height was initially 50 inches.
The NaK pumps are mounted 180 degrees apart to facilitate component
mounting as well as the routing and hydraulic characteristics of the 'inter-
connecting piping.
The component locations in the main frame section are based on the
same guidelines used for the 90-k¥e system components. In the 35~k¥e system,
the electrical assemblies are located as remote from the nuclear source as
possible. The corresponding components of the dual power conversion systems
are mounted 180 degrees apart thereby containing one set of power conversion
system components in each vertical half-section of the frame. This arrange-
ment also permits the use of duplicate component mounting brackets and inter-
connecting piping.
The following criteria were used in the design of the mounting
provisions for the components:
• -Three basic sections - bolted together
• +; 6-g longitudinal acceleration
• one-g lateral acceleration
• design for two sets of power conversion system components
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N0.2
BIOLOGICAL SHIELD
PRIMARY NoK RESERVOIR
NoK RESERVOIR NO I-v 1248'F
•'AUXILIARY
HEAT
EXCHANGER 1202-F
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Figure 3-30 Gallery Section Thermal Map
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Figure 3~31 Primary NaK Loop Reservoir Response During System Startup
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60 70 80
PCS-G GALLERY HEIGHT, INCHES
SHIELD WEIGHT
2" THK TUNGSTEN DISCS (2)
(1) CORRESPONDS TO 18* BOILER - 20,500 LB (REF)
(2) CORRESPONDS TO 3l' BOILER - 22,700LB
(3) CORRESPONDS TO 36'BOILER - 24,600LB
90
Figure 3-32 Shadow Shield Weight (%) Increase as a
Function of Gallery Height
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• Components removable from h-ft access- tunnel, which can be a
structural member
• Mounting to external frame columns is prohibited
• Two-inch annular region reserved for radiator
• Vacuum and high-temperature environment
• Factor of safety = 1.10 based on yield stress
• Two-year shelf life
• Five-year operating life
Some general component mounting features should be noted. The
placement of all component mounts followed the ground rule that component
replacement shall not necessitate the removal of any other component or the
disconnection of any fluid piping not connected to the component being re-
placed. Original concepts of track and swing-out types of mounting were
discarded in favor of simpler rigid supports and additional piping to provide
adequate space for component replacements. None of the components in the
main frame section was mounted to the external frame since the frame members
were reserved for attachment of the radiators. Stainless steel mesh was
incorporated in some of the mounts to permit component thermal growth and to
support the component under handling loads.
3.3.3.3 Structural Design
The primary members of the gallery and main section frames are
stainless steel rectangular tubing (Figure 3~33)- The selection considera-
tions for the frame members are the same as those stated for the 90~kWe
system frame.
To demonstrate adequate volume based on member sizes for launch
acceleration, the basic structure is designed to withstand a maximum gravity
vector of +_ 6 g's oriented along the longitudinal axis of the frame. Side
loads of 1.5 g's are included in the frame requirements to accommodate ground
handling. A detailed stress analysis verified design acceptability.
3-3-3.U Piping Requirements
In general, the individual loop piping arrangement, guidelines, and
limitations are the same as those stated for the 90-kWe system. The 35~kWe
primary NaK loop contained the boiler, however, so that the mercury boiler
and turbine were relatively remote. Piping stress analyses were performed
for the individual fluid loops.
In summary the following conclusions are presented:
The individual pumps perform adequately, and meet their respec-
tive flow and pressure rise requirements at all speeds.
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• The component/piping interface loads are all within
tolerances.
• The piping stress levels are acceptable.
• The mercury vapor line requires preheating at startup (the
auxiliary start loop return line is used to assist electric
trace heaters).
3.3-3.5 Electrical and Instrumentation Requirements
The instrumentation and electrical subassemblies requirements
conform to those for the 90-kWe system.
3«3'3'6 Interface Requirements
The system interfaces can be summarized as follows:
• The piping between the power conversion system and radiators
is anchored at the frame.
• The piping between the gallery and power conversion system
is not anchored. This permits greater line flexibility and
specifically allows a minimum-length mercury vapor line.
• The radiators are terminated one foot above the bottom of the
main section to provide an exit avenue for piping (drain lines,
service lines, etc.) to the gallery.
• A two-inch envelope is left around the periphery of the main
section to leave radiator space so that the configuration will
not have to be changed later.
• The entire unit can be lifted from the top plane.
• All major subsections are designed to be bolted together.
• The main section/biological shield and the gallery/biological
shield can be remotely disconnected; flanges are bolted to-
gether with detachable bolts and captive nuts (Figure 3-3*0-
• The intersection piping is designed for the use of remote
parting and automatic rewelding tools.
• The main section frame can support the lubricant-coolant and
heat rejection radiators and the lubricant-coolant cold walls
in the combined system test (Figure 3~35).
• All service lines are designed to be isolated during the
combined system test.
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3.3-3-7 Test Support Equipment
In conjunction with the 35~kWe system design, a study was made and
a conceptual design prepared to define requirements for associated test sup-
port equipment (TSE). The TSE requirements were determined primarily for
nuclear testing of the power conversion system at the NASA Space Power Facil-
ity. However, an approach was adpoted which would permit decoupling of the
equipment from an operating system, and which would provide flexibility in
the event of changes in the system concept and potential utilization in other
facilities. The adoption of this approach resulted in the definition of
three separate, transportable TSE carts.
The design and operation of each of the TSE carts are based on the
following ground rules.
• The controls and instrumentation required for the operation
of each cart are locally mounted and readily adaptable to
remote operation.
• The cart components and frame materials are compatible with
both vacuum and nuclear radiation environments.
• The cart frames are equipped with wheels, screw jacks, and
choch brakes to provide mobility between stations and stabil-
ity while in service.
• The cart interfaces are designed for maximum flexibility
in the selection of the test facility and PCS subsystem
that is. to be serviced.
a. Pressure, Vent, and Vacuum (PW) Cart.- The PW cart supplies
argon cover gas at pressures of 0 to 50 psig and a vacuum as low as 10
microns. The PW cart is designed for use on any of the individual loops in
the power conversion system and in conjunction with the TSE systems described
below.
b. NaK Purification Cart.- The NaK purification cart circulates
NaK at flow rates of 0 to 10 gpm. It can purify NaK to 5 ppm of oxygen or
less, and provides a means of determining the oxygen content to levels below
5 ppm. Finally, the cart can heat the total NaK inventory of the purifica-
tion cart and loops to approximately 1350 F.
c. Lubricant-Coolant Fluid Service Cart.- This cart circulates
the service fluid, polyphenyl ether, at a flow rate of 6 gpm and heats the
fluid to 300 F. The cart also filters solids to a residue of approximately
1 ppm or less and removes gases from the fluid.
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S.U FABRICATION AND ASSEMBLY
3.U.I Full-Scale Mockups
The compact nature of the pover conversion system led to the decis-
ion to fabricate a full-scale mockup of the power conversion system which
would function as an engineering design aid and fabrication tool.. Components
used in the mockup were space SNAP-8 hardware or wooden component mockups.
The major objectives of the mockup were as follows:
• Assist in the design of interconnecting piping and service
lines. Mockup pipe runs were to be used as patterns for the
final power conversion system piping.
• Develop the routing of the instrumentation and electrical
harnesses.
• Develop the routing for the lubricant-coolant loop piping.
• Assist in the location and design of piping supports.
• Verify-component installation sequences and techniques, and
define critical areas or procedures.
• Evaluate component, frame member, and piping locations in
terms of maintenance and replacement.
• Verify special tooling and equipment requirements.
3-^.1.1 Frame - 90-kWe Power Conversion System
The full-scale mockup frame for the 90~k¥e power conversion system
shown in Figure 3~36 was fabricated at Aerojet. The frame was fabricated from
carbon steel and painted for environmental protection. The engine frame mate-
rial was stainless steel; however, for the low-temperature-environment power
conversion system ground test, it would have been possible to use the mockup
frame as a test structure instead of fabricating a new frame. The mockup
frame was fabricated to engine frame prints to derive maximum possible design
and fabrication feedback.
3.^ .1.2 Gallery Section - 35~kWe Power Conversion System
The ground test frame, piping, and component full-scale mockups were
completed and are shown in Figure 3~37« Only instrumentation harnessing and
some component mounts were required to complete the mockup of the gallery
section. Flexible metal tubing was used to form the mockup boilers and piping.
The flexible tubing was then rigidized using an epoxy resin so that it could
be removed in sections to aid in the fabrication and assembly of the final test
piping. Actual pump housings were used in the mockup; the remainder of the
component mockups were fabricated from wood. The mockup was assembled in
accordance with a preliminary draft of a gallery assembly procedure which would
be updated based on the mockup experiences to become the engine gallery assem-
bly specification.
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Figure 3-36 Full-Scale Frame- Mockup - 90 kWe Power Conversion System
Figure 3~3T Full-Scale Gallery Section Mockup - 35~kWe Power Conversion Sy
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3.^-2 Piping' System Fabrication Investigations
3.4.2.1 Tubing Preparation
The dense packaging of the power conversion system components and
piping and the requirement for system cleanliness led to the decision to use
semiautomatic tube-cutting and weld-preparation tooling for some phases of
fabrication and component replacement. Known tubing equipment manufacturing
companies who might have the required tooling were surveyed. One company was
identified as an organization that manufactured a standard line of portable,
manual, and compact tools that could be used for tubing cutting, cleaning and
deburring stainless steel tubing in sizes up to two inches in outside diameter.
3.4.2.2 Tubing Welding and Brazing
Investigations were undertaken to identify possible systems which
would automatically weld and braze tubing. It was intended to use braze
joints in the lubricant-coolant system and weld joints in the liquid-metal
systems. Braze fittings are available which contain the braze alloy for the
tube joint. The system is complemented by the tooling mentioned in section
3.4.2.1.
Hand butt-welding of tubing in SNAP-8 test systems occasionally
resulted in excessive weld drop-through or weld spatter and lack of penetra-
tion. To maintain system cleanliness, repeatable welds, and increase the
probability of successfully executing closure welds, automatic weld systems
were investigated. In addition, compact designs were required to permit
welding in the confined regions of the power conversion system.
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U.O SYSTEM OPERATION
IK! 90-KWE SYSTEM
Ij-.l.l Steady-State Operation
The steady-state design-point operating conditions for the 90-kWe
system are described in Section 3-0 of this report. In addition to the
design operating point, a number of off-design operating conditions occur
which represent deviations from the design point, but which may still be
considered steady-state operating points.
One of these conditions is operation with the reactor outlet NaK
temperature at the upper limit of the nuclear system control deadband. The
effect of this condition on the net electrical output is also discussed in
Section 3.0.
The effect of sunlight and earth shadow for space missions in a
near-earth orbit presents another such condition. As a vehicle moves from
sun to shadow, the heat rejection radiator temperature decreases, lowering
the condenser coolant temperature. This, of course, reduces the condenser
operating pressure which means that the backpressure on the turbine is lower
allowing an increase in turbine power and net electrical output.
The effect of reductions in vehicle load on system state-point
conditions offers yet another condition. When a part of the vehicle load is
removed from the system, the excess electrical output is absorbed by the
parasitic load resistor where it is transferred as heat to the heat rejection
loop. The effect is to raise the condenser coolant temperature which
increases the turbine backpressure. This results in a reduction in system
gross electrical output.
A final off-design steady-state operating point is due to the
effects of reductions in condenser mercury inventory primarily as a result
of turbine-alternator and mercury pump space seal losses during extended
operating periods. Using a condenser of the existing design in the 90-kWe
system means that the condenser will operate far from the original design
point. Condenser mercury inventory losses cause appreciable reductions in
mercury vapor pressure and a tendancy toward an unstable liquid-vapor inter-
face in a zero-g environment. However, since the 90-kWe system in its
present form was intended primarily as a ground test article in a one-g
environment, the interface instability problem is not significant. The
condenser would have to be redesigned if operation in a zero-g environment
became a requirement.
U.I.2 Startup and Shutdown Modes
The 90-kWe test was designed primarily as a test article to start,
operate at steady-state, and shutdown in a one-g environment in the NASA
Space Power Facility at Plum Brook. Startup and shutdown procedures were
formulated for this system based on the procedures developed for earlier
SWAP-8 systems and the studies conducted to verify the acceptability of the
transients produced during startup. Similar studies to verify the accept-
ability of startup and shutdown procedures for a 90-kWe system, or for a
system^with an intermediate loop and a nominal reactor outlet temperature of
1200 F , have not been conducted. However, extensive startup- and shutdown-
transient studies were conducted earlier in the development program for system
with no intermediate loop and with a nominal reactor outlet temperature of
1300°F. The results of these earlier studies (combined with the facts that
the reactor operating temperature is lower, and the intermediate loop
attenuates temperature, transients) indicate that the startup and shutdown
procedures for the 90-kWe system will be acceptable. The details of some
specific conditions and procedures, such as the initial WaK flow and ac
frequency supplied to the pump drives at the beginning of startup, remain to
be completed.
U.1.3 System Transients
The major transients to which the system is subjected are associated
with startup and shutdown. The most severe transients occur during an
emergency shutdown. Lesser transients, which may be considered as deviations
from steady-state operation, occur as a result of vehicle load changes, and
system and component degradations causing changes in parameters such as flows,
pressures, fluid inventories, and heat transfer effectiveness.
An analysis of transients, using a computerized dynamic simulation
of the system, is needed to adequately determine the effects of the various
transients on the overall system and on individual, critical components.
Earlier versions of SNAP-8 systems were- simulated on computers, but these
simulations were not updated to reflect the changes associated with the 90-kWe
system. So, while the effects of the various transients on the system and
components can only be estimated, the knowledge gained from the previous
studies, combined with an assessment of the potential effects of changes in
the system and components, provides a reasonable basis for these estimates.
The major criteria determining the acceptability of various system
transients - particularly those associated with startup and shutdown - are
related to limitations of the reactor, the mercury pump, and the turbine
exhaust pressure.
The reactor limitations, defined by the nuclear system contractor,
are primarily associated with maximum allowable rates of temperature change
and maximum allowable temperature values. The limitations had been defined
Most recent reactor coolant outlet temperature recommended by the nuclear
system contractor.
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for a specific reactor design with a nominal operating temperature of 1300 F.
After the reactor limitations were established, design changes were
incorporated and a nominal operating temperature close to 1200 F was
recommended by the nuclear system contractor. Although the contractor
indicated that some of the reactor limitations would be more restrictive as a
result of the design changes and information obtained from test evaluations,
revised reactor limitations have not been established.
The mercury pump limitation is primarily associated with suction
pressure requirements during startup when condensing pressures are low. This
limitation is not a significant factor for 90-kWe system operation in the
ground test facility since elevation head becomes the predominant factor in
determining pump inlet pressure. However, ground tests should demonstrate
the validity of principles and acceptability of equipment associated with
system operation in zero gravity. Consequently, studies of system transients
must be conducted to'determine the control conditions and hardware performance
requirements needed to maintain adequate condenser and pump inlet pressures.
The turbine exhaust-pressure limitation is related primarily to the
condenser operating conditions. The design must assure that condenser
pressures during startup do not increase to the point where turbine
acceleration is impeded or turbine deceleration is induced. Therefore, system
transient studies must be conducted to determine just what controls and hard-
ware requirements are needed to assure that the proper condenser pressure will
be maintained.
Hardware requirements and proper control conditions had been estab-
lished for earlier SWAP-8 systems. Experience with these systems make it
reasonable to assume that similar equipment and procedures will adequately
meet limitations which may be imposed on the 90-kWe system. However, new
criteria and applicable limitations must be defined and transient studies
conducted before the startup and shutdown procedures, proper control conditions,
and hardware requirements can be established.
The hardware requirements and control conditions which must be
established are primarily related to the mercury injection system functions
and the operating characteristics of the heat rejection loop flow control
valve which regulates condenser conditions during startup and shutdown.
Concepts were generated for both the mercury injection system and the heat
rejection loop flow control valve. The primary functions of the mercury
injection system are (l) to introduce mercury into the Rankine-cycle loop,
at controlled rates, during power conversion system startup, and (2) to act
as a reservoir for the mercury inventory which is pumped from the Rankine-
cycle loop during shutdown. A secondary function is to provide a means for
adjusting the Rankine-cycle loop inventory during long periods of system
operation
A schematic of the mercury injection system is shown in Figure U-l.
During power conversion system startup, mercury is injected into the loop at
the mercury pump inlet, through the mercury injection valve, as the reservoir
volume is decreased by the movement of the actuator piston. Pressure is
applied to the actuator piston from the lubricant-coolant pump discharge.
-pm>>w(DO^M<Um0)P^HgHiQJ
u-u
The rate of mercury injection is controlled by the action of the mercury flow
control valve. The mercury injection valve is closed when the reservoir
position indicator shows that the proper loop inventory has been injected.
The mercury condenser isolation valve is closed at the same time and the
mercury pump then circulates mercury through the loop.
During a normal power conversion system shutdown, the mercury
reservoir recharge valve is opened and the loop inventory is pumped back to
the reservoir, at a low rate, by the mercury pump discharge pressure. The
force exerted on the reservoir by the mercury pump pressure is greater than
the force exerted on the actuator piston by the lubricant-coolant pump dis-
charge thereby permitting the loop inventory to be returned to the reservoir.
During an emergency shutdown, the mercury reservoir actuator valve
is actuated to the "dump" position. This action permits the lubricant-
coolant pump discharge pressure to act on the side of the actuator piston
which will move the reservoir bellows to rapidly increase the reservoir
volume. At the same time the mercury boiler isolation valve is closed and
the mercury injection valve is opened. As a result, the mercury reservoir
becomes a very low-pressure sink and mercury inventory is returned to the
reservoir by the differential pressure created by boil-off of residual
boiler inventory and by the condenser pressure.
The motor-driven heat rejection loop flow control valve performs
an important function during power conversion system startup and shutdown.
The heat rejection loop flow control valve is signalled to move in a manner
that will maintain the condenser pressure within a tolerance band around
the steady-state operating value. A condenser pressure sensor actuates the
valve motor in the proper direction. The condenser pressure is maintained
at a level near the steady-state operating value to assure adequate mercury
pump suction pressure and to prevent high condenser pressures which would
tend to inhibit turbine acceleration or induce turbine deceleration.
Therefore, during startup the valve increases heat rejection loop flow as
mercury flow and condenser heat load are increased. During shutdown, the
valve reduces the heat rejection loop flow as mercury flow and condenser
heat load are decreased.
THIS PAGE LEFT INTENTIONALLY BLANK
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*K 2 35-KWE SYSTEM
if.2.1 Steady-State Operation
The steady-state design-point operating conditions for the 35-kWe
system are described in Section 3.0. Studies were conducted to determine
the effects on net electrical output and system conditions of other steady-
state operating conditions which represent perturbations from the design
point.
The first condition is operation with the reactor outlet NaK
temperature at the upper limit of the nuclear system control deadband. The
effect of this condition on net electrical power is discussed in Section 3.0,
and the resulting statepoint conditions are shown in Figure U-2.
The effect of variations in sun and shade environments for space
applications in a near-earth orbit is shown in Figure U-3« -As a result of
the decrease in heat rejection loop radiator temperatures when moving from
sun to shade, the condensing temperature is reduced approximately 25 F which
results in a decrease in turbine exhaust pressure of approximately 2 psia.
The increase in enthalpy available to the turbine produces an increase in
net electrical output of 1.9 kW.
Reductions in vehicle load demands on the system increase radiator
temperatures since the unused electrical power is dissipated in the parasitic
load resistor located in the heat rejection loop. The effect of the most
severe reduction in vehicle load demand (when the vehicle load is zero) is
shown in Figure h-U. The increased radiator temperatures cause an increase
in turbine exit pressure, a reduction in enthalpy available to the turbine,
and a decrease in gross electrical output of approximately 2 k¥0
During long-term steady-state operation, some mercury leakage occurs
from the mercury pump and turbine-alternator space seals. A conservative
estimate (based on tests) indicates a total leakage of 10 Ib over 10,000 hours
of operation. The leakage is reflected as a loss in condenser inventory which
increases the available condensing area causing a reduction in the condensing
temperature and pressure. As a result, the net electrical output will
increase slightly, approximately 0.1 kW, as shown in Figure U-5.
The effects of the off-design operating conditions on the electrical
output are summarized in Table k-I.
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Figure l(-1+ State-Point Diagram for 35-kWe Power Conversion System
(Off-Design Conditions: Reactor Outlet Temperature at
Lower End of Deadband Control, and No Vehicle Load)
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TABLE k-I. 35-KWE SYSTEM OFF-DESIGN OPERATING CONDITIONS
Alternator Net Electrical
Operating Condition Gross Output (kWe) Output (kWe)
Shade 59-9 38.9
High Reactor Outlet 58.0 37.0
Temperature
No Vehicle Load 56.0 0
10 Ib. Mercury 59-1 38.1
Inventory Loss
Design 58.0 37.0
U.2.2 Startup and Shutdown Modes
The SNAP-8 35-kWe system must start and shut down automatically in
gravitational fields ranging from zero gravity to 1 g under differing initial
conditions. The system must undergo an initial startup when the system fluids
and components are "cold;" that is, at temperatures on the order of (but not
below) 50 F. During this startup, the entire mercury inventory must be
injected into the Rankine-cycle loop. The system must be capable of restart-
ing automatically under temperature conditions similar to the initial startup,
or under elevated temperature conditions resulting from a shutdown after system
operation. During a system restart, the full loop inventory is not injected
since the inventory located between the condenser outlet and boiler inlet
isolation valves is not removed from the loop. Two types of shutdown are
required. The first is a normal shutdown which is a gradual, controlled shut-
down sequence required by predetermined test planning or in the event of minor
system operating difficulties. The second is an emergency shutdown which is a
rapid, controlled shutdown sequence resulting from indicated potential major
system operating difficulties. During a normal shutdown, the resulting system
transients are gradual and within specified limits so that at least 20 such
shutdowns can occur. During emergency shutdowns, however, the system
transients are more severe so that only a very limited number are permitted.
The primary purpose of the emergency shutdown is to limit the effects of
potential major system operating difficulties and thereby maintain the
integrity of the overall system.
* Potential major system operating difficulties include indication of loss of
flow in the primary or heat rejection loops, turbine overspeed and under-
speed, and condenser overpressure.
Extensive system dynamic studies were conducted to determine the
proper startup and shutdown procedures for the 35-kWe system. These studies
were also used to determine requirements for hardware and control components
needed during startup and shutdown. The results of these studies are
discussed in detail below. The. detailed startup, normal shutdown, and
emergency shutdown procedures were determined from the results of these
system dynamic studies.
U.2.3 System Transients
U.2.3.1 Startup
During the development of the SNAP-8 system, the startup require-
ments were changed a number of times from an initial requirement for a single
startup in space under zero-gravity conditions for an instrumented-rated
system, to a multiple restart under zero to one gravity conditions for a man-
rated system. To formulate system startup procedures which would result in
acceptable transients for both the power conversion system and the nuclear
system, dynamic studies were conducted using computer simulations of the
system or significant portions of the system. Initial simulations for both
the power conversion system and nuclear system were programmed on analog and
hybrid computers, and studies were closely coordinated with Atomics
International, the nuclear system contractor. Complementary studies were
also conducted by Atomics International in which more detailed reactor
simulations were used. The results of studies conducted by Atomics
International are reported in References 12 and 13, and in various SWAP-8
reactor system progress reports prepared by Atomics International for the AEG.
Initial system startup studies were aimed primarily at defining
procedures which would result in reactor temperature and power transients
that would not exceed limitations established by the nuclear system contractor,
and which would assure adequate net positive suction head for the mercury
pump. The nuclear system limitations are shown in Table k-TI and Figure h-6.
The results of the studies conducted at Aerojet are presented in Reference lU,
along with plots of typical system transients and preliminary requirements
for hardware and control components associated with startup. The initial
startup studies were conducted for a system required to start automatically
only once and with no rigid shutdown requirements other than to scram the
reactor. Therefore, some of the hardware and controls requirements
generated from these studies, such as condenser temperature control valve,
mercury injection system, and certain programmer functions, were of limited
usefulness. However, the procedures developed from the studies kept system
transients within the allowable limits and formed the basis for subsequent
studies following changes in startup and shutdown requirements.
The change in requirements to a multiple startup and shutdown
system for manned missions necessitated additional, expanded system dynamic
studies. A digital computer simulation of the system was programmed and
used to conduct studies for defining procedures and hardware requirements
for a restartable system.
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The studies conducted to define a restartable system were based
primarily on the following criteria:
• 20 starts without servicing
• 100 start cycles (servicing permissible)
• Both man-rated and instrument-rated concepts considered
• Zero- to 1-g operation
• Fully automatic startup and shutdown
• Restart after controlled and certain emergency shutdowns
• Comply with latest reactor constraints
• Utilize operating requirements and characteristics of
existing hardware
• Utilize existing hardware where possible
• Restrict motion of mercury during launch and maneuver
• Contain mercury after shutdown
• Restart system to be readily adaptable for mercury inventory
trim
• Boiler conditioned to permit self-sustained operation
• Turbine or vapor line preheat using mercury vapor not
required
• Mercury loop evacuated and sealed prior to initial startup
• Power conversion system to be capable of more than one
startup attempt
• Restart system design should not require flight verification
test
• Suitable with redundant power conversion systems
The startup procedure developed for the restartable system was based
on methods devised for earlier versions of the systems. The major steps in
the startup process are:
(1) Flow is initiated in the primary and heat rejection loops at
low levels. Pump power is provided by a battery-powered
inverter. The reactor is started and brought up to nominal
operating temperature at a low power level.
(2) After reactor transients have settled, the primary loop flow
is increased to approximately 50$> rated in preparation for
power conversion system startup.
(3) The power conversion system is started by injecting mercury
into the Rankine-cycle loop. The mercury flow is gradually
increased and the turbine-alternator starts to accelerate.
(4) As the turbine-alternator accelerates and reaches approx-
imately 50$ rated speed, all pump motor loads are transferred
from the inverter to the alternator. The turbine-alternator
continues to accelerate thereby increasing the speed of the
pumps and increasing flow rates in all loops until rated
speed is obtained. This procedure is referred to as a
"bootstrap" process.
(5) As the turbine-alternator reaches -rated speed, the mercury
flow is brought to a level at which sufficient electrical
power is generated to operate all system pumps and controls.
Mercury flow is maintained at this self-sustaining level
until reactor transients have settled.
(6) The mercury flow is increased gradually to the rated value
and net electrical output is increased until rated power is
produced. Electrical power may then be supplied to the
vehicle.
System and component transients determined for the startup pro-
cedures investigated were compared with acceptable values for various critical
parameters. The most stringent limitations are those associated with the
reactor, as shown in Table 4-II and Figure 4-6., so that the rate of change of
reactor coolant temperature and reactor peak power are the most critical
parameters. A typical startup transient for a situation in which mercury is
injected at a rapid rate thereby producing the most severe reactor temper-
ature and power transients, is shown-in Figure k-7- The 35-kWe system,
designed with two power conversion systems for redundancy, incorporates two
boilers in series in the primary -RaK loop. Therefore, because of thermal
and transport lags, the startup transients imposed on the reactor will be
different, depending on which power conversion system (and therefore which
boiler) is operated during startup. The reactor transients when operating
the two different boilers on startup are compared in Figure k-8. For this
comparison, the programmed mercury injection into the two boilers was the
same. The results show that injecting mercury into the boiler closest to the
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the reactor inlet produces the most severe transients. The startup transients
imposed on the reactor are summarized in the table below which shows that
acceptable values are obtained during startup with either boiler operating.
Boiler 2
Rate of Change of
Reactor Temperature
Allowed
300°F/min
in 30 sec
500°F/min
in 5 sec
300°F/min
in 30 sec
500°F/min
in 5 sec
Computed
190°F/min
in 30 sec
190°F/min
in 5 sec
250°F/min
in 30 sec
395°F/min
in 5 sec
Maximum Reactor
Outlet Temp. (°F)
Peak Power
(kWt)
Allowed Computed Allowed Computed
1375 1355 675 560
1375 1368 675
The startup studies and resultant transients described above were
based on reactor constants .obtained from design studies and evaluation of
early reactor test results as supplied by Atomics International. The results
of subsequent tests with a reactor of modified design indicated that certain
reactor constants had to be changed so that additional startup studies were
required. The additional studies were expanded to include a set of conditions
which would test the validity of the startup procedure and the control com-
ponent characteristics to produce acceptable transients when extreme conditions
are imposed on the system (i.e., when a combination of system conditions will
produce transients which approach or tend to exceed the limits set for various
critical parameters). The results of the computer runs made to test these
limiting .conditions are shown in Table U-III, and are presented as margins of
safety (i.e., a percentage of the maximum allowable value) for the critical
parameters when the margin of safety is defined by the relationship:
l/r . „ _ , fnt\ maximum allowable value - computed value v ..__Margin of safety (%) = : — — ^ • X 100
maximum allowable value
Therefore, a negative margin of safety indicates that an allowable
value for a critical parameter has been exceeded. The results shown in
Table h-ITL indicate that the maximum allowable reactor temperature and the
reactor peak power parameters are exceeded under certain conditions when the
latest reactor constants were used in the computer simulation. These results
indicate that some modifications to the startup procedure or reactor control
characteristics may be required. Plots of the computed transients and a
discussion of the results and analytical techniques used in this study are
contained in Reference 15• The results of these startup studies formed
the basis for a series of tests conducted by Aerojet in the 35-kWe system
test loop and at the NASA/LeRC SNAP-8 system test facility. The results of
the startup tests conducted by Aerojet are discussed in Section U.3-3-
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Extensive system testing was conducted at the WASA-LeRC SNAP-8 test
facility to investigate significant startup parameters. Two of the most
significant investigated were the initial rate of increase of mercury flow
during the turbine-alternator acceleration period, and the rate of increase
of mercury flow up to the time when rated net electrical output is produced.
The initial rate of increase of mercury flow (the initial mercury
flow ramp) is maintained until a flow level (the self-sustaining flow) is
reached which will result in the generation of sufficient electrical power
to operate all system pumps and electrical controls. The initial mercury
flow ramp is a function of the mercury flow control valve characteristics
and the acceleration characteristics of the turbine-alternator. The turbine-
alternator acceleration characteristics are significant because the system
pumps are transferred to the alternator output from the inverter when the
alternator frequency exceeds the inverter frequency (approximately 50$> of the
rated alternator frequency). Once the pump motors have been transferred to
the alternator output, the turbine-alternator will "bootstrap" to rated speed;
that is, the mercury flow will increase due to increased mercury pump
pressure resulting from increased pump speed. A range of initial mercury
flow ramps exists which will result in acceptable system transients. The
shortest initial mercury flow ramp (greatest rate of flow increase) is
determined by the boiler mercury inlet pressure buildup and the resulting
reactor temperature transients. The longest initial mercury flow ramp
(slowest rate of flow increase) is determined by the capability to sustain
the bootstrap process; that is, if mercury is introduced too slowly, the
turbine-alternator will not produce sufficient power to continue acceleration
after the pump motor loads have been transferred to the alternator output.
The results of startup tests conducted at the NASA-LeRC SWAP-8 test
facility show that initial mercury flow ramps extending over time periods
between 80 and lUO seconds are acceptable. Initial mercury flow ramps
shorter than 80 seconds in duration are not desirable since they prohibit
the use of an open-loop flow control and can result in unacceptable transients.
Initial mercury flow ramps longer than lUO seconds in duration are not
acceptable since marginal turbine-alternator acceleration occurs. A more
detailed discussion of these tests and plots of the resulting transients are
presented in Reference 16.
The rate of increase of mercury flow from the self-sustaining
value to rated value is significant since the condenser pressure must be
maintained close to the steady-state value during this period. If the
condenser pressure becomes low, mercury pump suction pressure can be reduced
to the point where cavitation can occur when operating in a zero-gravity
environment. If the condenser pressure becomes high, the turbine back
pressure can be increased to the point where output power is reduced and
turbine deceleration can occur. Therefore, a mercury flow ramp must be
provided which is gradual enough to permit the heat rejection loop flow
control valve to make the necessary WaK flow adjustments to the condenser
but does not unduly extend the startup period. The results of startup tests
conducted at the WASA-LeRC SNAP-8 test facility show that good control of
mercury condenser pressure is attained when a mercury flow ramp time of 900
seconds is used. Satisfactory reactor temperature and power transients are
obtained when mercury flow ramp times of 500 seconds or more are used. More
detailed discussion of these tests and plots of the resulting transients are
presented in Reference 1?.
U.2.3.2 Normal Shutdown
The change in requirements to a multiple startup and shutdown system
introduced the need for detailed studies of shutdown transients from which
procedures, control requirements, and associated hardware requirements could
be formulated. The shutdown transients investigated included not only those
occurring as a result of power conversion system shutdown, but also those
resulting from the nuclear system shutdown and the effects of the decay heat
generated by the reactor.
The transients associated with the power conversion system shutdown
portion of the overall system shutdown were investigated primarily with the
aid of a digital computer program. The shutdown process generally resembles
the startup process, but in reverse. The procedure basically involves
controlled reduction of mercury flow by means of the mercury flow control
valve. An idealized plot of mercury flow as a function of time is shown in
Figure k-9. The major steps in the process are:
(1) A gradual reduction in mercury flow to a value which will
provide sufficient power to operate the system on the
electrical output of the alternator. During this period,
reactor power is reduced to an intermediate level and the
reactor power and temperature transients produced are well
within the limitations established by nuclear system
contractor.
(2) A period of constant mercury flow, at a level to permit self-
sustained system operation. This period, labelled as the
"plateau" condition on Figure h-<~), allows for stabilization
of the reactor power and temperature transients before
additional, more severe transients are imposed.
(3) A rapid reduction in mercury flow to a low value adequate to
maintain a condensing pressure high enough to permit return-
ing most of the mercury loop inventory to the mercury
reservoir. During this period, the turbine-alternator will
decelerate to a speed at which the alternator frequency
matches the frequency of the pump inverter and the pump
electrical loads will be switched to the inverter thereby
operating the system pumps at reduced speed.
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Figure U-10 Typical Calculated Transients During
Normal Shutdown
A period of low mercury flow (3 to 5$ rated flow) when the loop
inventory is returned to the mercury reservoir. At the end of
this period,, the mercury flow control valve and mercury loop
isolation valves are closed and the reactor is programmed on
a "fast setback" mode.
(5) Primary and heat rejection loop flows are continued at low
values for an extended period of time to remove the fission
product decay heat generated in the reactor.
Typical shutdown transients obtained using a digital computer
simulation are shown in Figure h-10. The significant transients are those
occurring during the first 1200 seconds when mercury flow and reactor power
are gradually reduced and the reactor power and temperature transients are
permitted to stabilize. The second portion of the transients shown in
Figure U-10, those after 1200 seconds, were superseded by later detailed
studies.
Typical reactor and primary-loop transients obtained from this
latter phase of shutdown are shown in Figure U-ll for a simulation including
the latest reactor constants obtained from the nuclear system contractor.
The transients indicate that the maximum allowable reactor temperature is -
exceeded thereby requiring some modification of the shutdown procedure.
Mercury-loop transients associated with this same shutdown period are shown
in Figure U-12 in which mercury flow to the boiler, turbine-alternator
speed, and condenser conditions are plotted. The plot of condenser inventory
indicates how the mercury 'loop inventory is returned to the mercury reservoir
during this phase of shutdown. The plot of condenser inlet pressure indicates
how pressure is maintained in the condenser at the very low mercury flows by
the action of the heat rejection loop flow control valve.
Additional shutdown studies, particularly those associated with the
reactor decay heat removal portion of system shutdown, were conducted with
the aid of the digital computer program TAP (Thermal Analyzer Program) which
provided a simplified simulation of the power conversion system and a more
detailed simulation of the nuclear system. A description of TAP, a guide to
the use of the program, and the simulation of several key elements used for
the SNAP-8 system simulation are contained in Reference 18. The results of
studies to determine flow requirements in the primary and heat rejection
loops for removing reactor decay heat following the reactor "fast setback"
shutdown period indicate that the primary loop and heat rejection loop WaK
pumps should be operated at a frequency that provides approximately 20$
rated flow in the primary loop. Flows of this magnitude must be maintained
for a period of at least 1.5 hours to reduce reactor temperatures to
acceptable values (on the order of 1000°F). Following this 1.5-hour period,
the following possible courses of action exist:
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Occurring During Final Phase of Normal Shutdown
(1) Continue operation of primary loop and heat rejection loop NaK
pumps at a speed corresponding to approximately 20$ rated flow
for an additional, minimum time of 1+.5 hours.
(2) Continue operation of the primary loop NaK pump only for an
additional minimum time of seven hours.
The first will reduce reactor temperatures to a level substantially
below the maximum 1100°F limit established by nuclear system contractor as a
safe isothermal temperature for extended periods of time after shutdown. The
second course of action will reduce reactor temperature initially to a level
below the 1100°F isothermal temperature limit with a subsequent rise in
temperature to approximately 1100°F after all pumping is stopped. Figure U-13
shows the peak temperatures that will occur at the reactor inlet or outlet
when all pumping is stopped at various times after the reactor "fast setback"
has been completed.
An analysis of these actions was conducted with the assumption that
the reactor, would have a view of space or a cold wall for rejecting some
heat by radiation. With the introduction of the U-pi shielded configuration,
the operation of the primary loop and heat rejection loop NaK pumps should be
extended to assure adequate reactor cooldown. A system shutdown sequence
was formulated which provides a conservative allowance for operation of the
NaK pumps at reduced flows for a period of eight hours after reactor shutdown.
Additional studies should be conducted to determine whether or not the period
of pump operation could be shortened to reduce battery power requirements.
.^2.3.3 Emergency Shutdown
The requirements to provide a system with multiple startup and shut-
down capabilities for use in a combined system test and manned-mission
applications emphasized the need for studies to determine the severity of
transients imposed by emergency situations, and to establish ways to reduce
the transients by employing appropriate corrective actions. The scope of the
emergency shutdown study was limited to those situations which could result
in excessive' reactor transients or produce conditions which may jeopardize
the integrity of the system fluid loops or components.
A qualitative evaluation of potential emergency shutdown situations
indicated that the most severe situations would occur if loss of flow
occurred in either the primary loop or the heat rejection loop. Loss of flow
in the primary loop eliminates the possibility of removing reactor heat
either during a rapid shutdown or as a result of the decay heat generated by
fission products. Loss of flow in the heat rejection loop eliminates the
possibility of rejecting heat which is generated in the reactor or transferred
to the mercury loop. Therefore, studies were conducted to determine
transients primarily associated with the reactor as a result of loss of flow
in either NaK loop. The most rapid rate of decrease of NaK flow occurs in
conjunction with a NaK pump failure involving an impeller or rotor seizure.
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Figure k-lk WaK Flow Decay Curve Resulting from
Pump Stoppage
A NaK -flow decay curve resulting from such an incident was obtained
'from test data and is shown in Figure k-lh. The flow decay curve was used
in studies to determine transients involved in loss-of-flow incidents. The
.studies were conducted with the aid of the previously mentioned TAP digital
computer program.
The initial results of studies to determine the effects of loss of
primary loop flow showed that high rates of temperature changes (50 F/sec)
in the reactor accompanied the rapid initial decrease in flow and that high
maximum temperatures (>l650 F) will be produced at the reactor outlet. The
longer the flow decrease persists without some corrective action being taken,
the higher the maximum temperature at the reactor outlet will be. If loss of
flow is detected, a reactor "fast setback" is initiated and the redundant NaK
pump is started as a corrective action; the maximum temperature at the
reactor outlet can be reduced to acceptable values (<1^ 75 F). Typical
results from this study are shown by the flow and temperature plots in
Figure k-15 which also shows the assumed flow decay curve.
Since the redundant NaK pump may not always be available for the
corrective action, a more positive means of assuring NaK flow is to supply a
backup pump with a reduced flow capability. Typical reactor temperature
transients for a system employing this type of corrective method are shown
in Figure k-Uo. High initial rates of temperature change occur in the
reactor, but the maximum temperature can be kept within allowable values if a
backup pump with a flow capability about 20$> of rated flow is used. This
method has been recommended and is incorporated in the emergency shutdown
procedure formulated for the system.
The studies conducted to determine the effects of loss of heat
rejection loop flow were based on the assumption that, when a loss of flow
is detected, the power conversion system would be shut down and the reactor
started on a fast-setback mode. Two types of cases were studied for
incidents involving loss of heat rejection loop flow. For the first type,
it was assumed that the overall system would contain redundant power
conversion systems so that flow could be initiated in the heat rejection
loop of the redundant power conversion system at a level consistent with the
low-frequency speed of the pump inverter (approximately 20$ of rated flow).
If the overall system did not contain a redundant power conversion system,
a backup pump could be used to supply an equivalent flow. For the second
type of flow-loss incident, it was assumed that no redundant power conversion
system or heat rejection loop backup NaK pump would be available to supply
flow following loss of flow. In both cases, it was assumed that a backup
pump was available to supply approximately 20$ flow in the primary loop
following the power conversion system shutdown.
Reactor temperature transients resulting from these two cases are
shown in Figure -^1?. Initial rapid rates of temperature change occur at
the reactor outlet (50°F/sec) as a result of the primary loop flow decrease
as the power conversion system is shut down and peak temperatures are
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limited to acceptable values by the primary loop backup NaK pump flow. For the
case with no heat rejection loop backup pump, the reactor tends to become iso-
thermal at temperatures around 1300 F, which is not desirable. For the case -
with heat rejection loop backup pumping, satisfactory reactor temperatures are
maintained; that is, peak temperatures are less than 1^ 75 F, and the reactor
isothermal temperature is less than 1100 F. A shutdown procedure providing
for a heat rejection loop backup pumping capability of approximately 2Gff0 of
rated flow has been recommended.
A limited number of system shutdown tests was conducted at the RASA/
LeRC SNAP-8 test facility including tests to simulate loss of heat rejection
loop flow. The test results are discussed and plots of the system transients
are presented in Reference 19. The results of these tests" show that the
system can be shut down rapidly without exceeding the reactor temperature
limitations if'primary-loop NaK flow can be maintained at a reduced level
following shutdown of the power conversion system.
Other incidents (such as condenser overpressure, turbine-alternator
overspeed, and alternator undervoltage) can also precipitate emergency shut-
downs, but the emergency shutdown procedure is the same in all instances.
Detailed studies of these other types of emergency situations were not
conducted but would be included in more comprehensive safety studies which
would be performed before initiating combined system tests.- The safety
studies would also include additional studies of the loss-of-flow incidents
which would result in some refinements to the emergency shutdown procedure
and equipment.
h.2.h Restart System Component Studies
The system startup and shutdown studies conducted with the digital
computer simulation were used to define hardware and control component
requirements as well as to define the procedures and transients involved.
Additional related studies,' both qualitative and quantitative, were needed
to adequately define the restart system component requirements. The restart
system components consist of the mercury reservoir and actuating device, the
mercury flow control valve, solenoid valves to direct the flow of mercury to
and from the Rankine-cycle loop, and the heat rejection loop flow control
valve to control condenser conditions.
A major item in the definition of the overall start system has been
the mercury injection system which basically includes the mercury reservoir
and the actuating method for expelling mercury from the reservoir. During
the development of the SNAP-8 system, the mercury injection system has under-
gone a number of design iterations with the identification of the point for
injecting mercury into the Rankine-cycle loop being a significant factor.
The injection point may either be downstream of the mercury pump (thereby
requiring a high-pressure system to inject mercury at pressures slightly
greater than the pump discharge pressure), or upstream of the mercury pump
(thereby requiring a low-pressure system to inject mercury at pressures
sufficient to meet the pump suction pressure requirement.)
In the early stages of system development when a single startup
was required, the relatively simple startup system shown in Figure I|-l8 was
devised which consisted of. a regulated, gas-pressurized mercury reservoir.
During injection, mercury flow to the boiler was metered at the proper rates
by the mercury flow control valve. During injection, back-flow through the
mercury pump was prevented by the check valve located at the pump discharge.
When the loop inventory had been injected, the mercury pump circulated the
flow through the loop and the valve at the pump discharge since pump
pressure then becomes greater than the injection system pressure. A temper-
ature control .valve located at the condenser NaK outlet assured adequate
mercury pump suction pressure when the pump is required to circulate the
mercury. The temperature control valve regulated the flow of NaK coolant
to the condenser thereby controlling condensing temperature and pressure
which is the primary factor in determining mercury pump inlet pressure.
Components for. this system were used during tests conducted with the 35-kWe
system at Aerojet.
Upgrading SWAP-8 to a man-rated system with the capability for
multiple starts and shutdowns, including the ability to cope with
emergency shutdown situations, required a reevaluation of the basic startup
concept and components. The reevaluation took the form of qualitative and
quantitative studies with several iterations performed to account for
additional functions required of the restart system and changes in state-
point conditions and system configuration.
Early restart system concepts, preliminary startup and shutdown
procedures, and preliminary hardware requirements were devised for low-
pressure injection systems with actuation provided by pump pressure
generated by the lubricant-coolant and mercury pumps. A more comprehensive
qualitative study was conducted to evaluate the relative merits of various
concepts for both high- and low-pressure injection systems. The results of
this study and detailed system transient studies were used to generate start-
up and shutdown sequences and hardware requirements for a mercury-pump-
pressurized, low-pressure restart system. During the transient studies
conducted to define the requirements, it was determined that a valve more
versatile and sensitive than the temperature control valve previously
mentioned was needed to control NaK flow to the condenser during startup
and shutdown. Therefore, preliminary requirements were established for a.
heat rejection loop flow control valve which could respond to signals from
the programmer and from pressure transducers located at the mercury inlet
to the condenser.
Interest was revived in high-pressure injection systems which
could meet the restart requirements because of the interdependence of
mercury flow and turbine-alternator acceleration during critical phases of the
startup sequence with low-pressure injection systems.- This interdependence
presented some complications in defining the mercury flow control valve
orifice characteristics for the period when turbine and pump speed increase
from approximately 50$ rated to full speed. A qualitative study of candidate
MERCURY INJECTION VALVE
MERCURY RESERVOIR
HIGH PRESSURE
NITROGEN TANK
-NITROGEN PRESSURE REGULATOR
AND SHUTOFF VALVE
Figure k-lQ Single-Start, High-Pressure Mercury Injection System
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high- and low-pressure injection systems was conducted. The results
indicated that with a high-pressure injection system the mercury flow
control valve characteristics could be more easily defined. Therefore, the
startup and shutdown procedures and component requirements for a high-
pressure injection system actuated by a separate pump-pressurized hydraulic
fluid subsystem (as shown in Figure -^19) were established.
As more information on startup transients was obtained from
computer studies and test results from the 35-kWe system, it became evident
that a feasible low-pressure injection system could be devised which would
have advantages over a high-pressure system. An additional study of the
relative merits of several candidate .high- and low-pressure injection
systems was conducted which included a detailed, quantitative analysis of
the characteristics of the various systems and their capabilities to meet
the numerous requirements of a system with restart capability. The results
of the study were used (in conjunction with results obtained from 35-kWe
system tests conducted at Aerojet and WASA-LeRC) to define the startup and
shutdown procedures and component requirements adopted for the 35-kWe
system. The procedures and component requirements for the system (as shown
in Figure U-l) formed the basis for the restart system component
specifications.
The overall result was the definition of a feasible restart system,
procedures, and components capable of meeting many diverse and stringent
requirements. Many of the basic approaches to meeting the overall require-
ments and the component design principles involved should be applicable to
other Rankine-cycle loop systems for ground or space power applications.
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4.3 SNAP-8 SYSTEM TESTING
The objective of the SNAP-8 test program was to evaluate 'the per-
formance and endurance potential of the components and system. Specific
objectives were to observe interactions between the components and the system,
to detect any life-related degradation or other reliability phenomena, to
obtain basic off-design system performance data, and to investigate transients,
including the demonstration of start and stop modes. These objectives were all
successfully met.
The testing identified numerous areas of significant component and
system interactions such as cause and effect relationships in boiling insta-
bility, system contamination, mercury inventory control, and transient opera-
tion. Endurance testing provided a measure of system reliability, and
strengthened confidence in the integrity of the SNAP-8 power conversion system
to operate continuously for more than 10,000 hours.' Performance mapping of the
system identified the basic off-design performance of the components and sys-
tem. The mapping defined "the reactions of the system to disturbances that
would be imposed by the reactor control system, sun-to-shade operation,
radiator temperature variations, and mercury inventory variations.
The testing provided a physical demonstration of the. feasibility of
remote startup and operation of large liquid metal power conversion systems
for space use. It also contributed to the knowledge of material properties,
large liquid metal loop cleaning techniques, and liquid metal test facility
design.
4.3.1 Test Facilities
Test programs were conducted at both NASA (Lewis Research Center)
and Aerojet-General Corporation (Azusa Facility). .The NASA testing was per-
formed during the period 1965 through 19^ 9 using a test facility known as ¥-1.
The program consisted of three phases. The first phase '(Reference 20) was a
study of reactor transients. The.facility contained a boiler and condenser;
other components were simulated with test support equipment. The second
phase (References 21 and 22) was a period of testing using a complete power
conversion system. The principal objective was endurance testing using a
double-containment, tantalum and stainless steel boiler. The third phase
(References 19 and 23) studied startup and shutdown characteristics of the
system. Shutdown sequences were performed which simulated both normal and
emergency shutdown conditions.
At Aerojet, testing began in 1964 in a facility known as Rated Power
Loop 2 (RPL-2). The facility had a complete mercury loop with test support
equipment used in the NaK loops. The testing primarily studied boiler, turbine,
and condenser performance.
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During 19^ 5^  testing began on a complete 35~kWe system known as
Power Conversion System 1 (PCS-l) (Reference 24). This system incorporated
all of the SNAP-8 components with the exception of the reactor, radiator, and
fluid reservoirs. System testing was conducted with gas heaters replacing
the reactor, an air-cooled heat exchanger replacing the radiator, and gas-
covered reservoirs replacing flight-type bellows reservoirs.
An overall view of the actual PCS-l is not possible due to the
interference of test cell walls and structure. Photographs of a scale model
are used to give the best perspective of the test facility and system size
and geometry. Figure 4-20 shows front and rear views of a 1/4-scale model of
the facility and system. A schematic of the system is presented in Figure 4-21.
U.3.2 Endurance Testing
Endurance testing was always an objective in the test program, but
it was not until 1968 that a true test of the power conversion system at
Aerojet could be made. The components used in the power conversion system
tests are listed below.
Boiler Mercury Injection System
Condenser • Start Programmer
Mercury Pump Inverter
Primary NaK Pump Speed Control Module
Heat Rejection WaK Pump Saturable Reactor
Lubricant-Coolant Pump Voltage Regulator •
Turbine Alternator Static Exciter
Parasitic Load Resistor Motor Transfer Contactor
Mercury Flow Control Valve Speed Control Transformer
• Lubricant-Coolant Valves Stabilization Assembly
Mercury Isolation Valve Protective System
Auxiliary Heat Exchanger
As shown in Figure 4-22, the accrued operating time began to rise
sharply in 1968. By the end of testing in 1970, the operating time of the
power conversion system at Aerojet had reached a total of 13,400 hours.
Particularly noteworthy was an endurance test conducted on a single
set of components. The objective was to have a specific power conversion
system operate as long as possible without replacing any component. This
approach allowed observation of any life-related system deficiencies or
unexpected operating characteristics. The "single-set" test met, and exceeded,
expectations. Originally, the objective was to operate 2500 hours with the
single set of components. The test was terminated after 7300 hours of opera-
tion. The primary reason for terminating the test was to conduct an inspec-
tion of the turbine which had accumulated more than 10,000 test hours.
4-36
HEAT REJECTION LOOP
EXPANSION TANK
L/C DEGAS TANKEXPANSION TANK
ELECTRICAL CONTROLS
TURBINE-ALTERNATOR
ASSEMBLY
CONDENSOR
™>
MERCURY PUMP
HEAT REJECTION
LOOP NAK PUMP
HEAT REJECTION LOOP
DUMP TANK
EMERGENCY MERCURY
DUMP TANKPRIMARY NAK PUMP
•^ •^ HPRIMARY LOOP DUMP TANK
MERCURY DUMP TANK
•^•^ •i^ HBI^ BB
MERCURY INJECTION SYSTEM
Figure k-20 Power Conversion System Test Configuration:
-Scale Model Front View (Top) and Rear View (Bottom)
TURBINE-
ALTERNATOR
MERCURY INJECTION
SYSTEM
(HIGH PRESSURE
 Tn
SINGLE START)
 TAA
ELEC. COMR
PNPMA
TSE •—(XM HR PMA
VALVE \ J Hg PMA
NOTE:
TSE = TEST SUPPORT EQUIPMENT
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Figure U-22 35-kWe System (PCS-l) Test Time
The single -set time was counted on the basis of the component with
the least number of operating hours, in this case the mercury pump. Other
components had significantly greater operating times; some passed the 10,000-
hour mark, the original SNAP-8 life requirement. The operating times of the
components at the 7300-hour, 'single-set point were:
Turbine -alternator 10,800 hours
Primary loop NaK pump 7,600 i
Heat rejection loop NaK pump 7>900
Mercury pump " 7^ 300
Lubricant-coolant pump 12,700
Boiler . 8,700
Condenser 13,200
Electrical controls 11,300
A special test was conducted during the single -set operation to
determine the presence, and extent, of any long-term system transients. The
system was adjusted to its design operating state and allowed to operate with
absolutely no further adjustments being made. This procedure allowed the
detection of any slow, otherwise unnoticeable, transients or system degrada--
tion. In all previous testing, the objective had been to obtain specific
data on various components or some system characteristic, so manual adjust-
ments to the system operating point were frequently made.
The "hands-off" operational mode was continued for lUOG hours.
Although no large transients were observed, there were nevertheless, phenomena
detected which otherwise would have been masked by normal data scatter and
would have gone undetected. Over the 1^ 00-hour period, the alternator output
gradually decreased from 5^-5 kw to ^-9-5 kw.
The power decrease was due to two factors: a decrease in mercury
flow, and a turbine performance degradation. The decrease in mercury flow
which was caused by an increase in boiler pressure drop accounted for 70$ of
the power decrease. An increase in .boiler pressure drop is not unexpected
and, in fact, is indicative of improved mercury wetting within the boiler and
potentially better quality vapor. The change, in boiler pressure drop and the
resultant power loss was not a system problem. The system was equipped with
a mercury flow control valve which could have readily adjusted for the change
in boiler pressure drop. The flow-control-valve margin far exceeded the
alteration required to compensate for the boiler pressure drop change. The
hands off operation showed that some degree of mercury flow control valve
adjustment would probably be necessary in a SWAP-8 application.
A turbine performance decline of approximately 2 percentage points
in efficiency accounted for 30$ of the power decrease. Turbine performance
decline does not represent a hazard to system life potential; the turbine is
considered capable of at least 20,000 hours of operation. Performance degra-
dation is expected in a long-life system and was anticipated in the original
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design. The SNAP-8 system design included a degradation allowance of 2 kWe
which is sufficient to compensate for the observed turbine performance change.
Endurance testing provided a quantitative measure of the reliability
of the SNAP-8 power conversion system. The components and system as a whole
demonstrated a clear potential for at least a 10,000-hour life. Throughout
endurance testing, the system was stable and gave no evidence of any life-
limiting characteristics. The long-term transients which were observed were
within the range for which compensation and allowance had been provided.
14-.3.3 System Performance Evaluation
U.3.3.1 System-Component Interactions
Testing in PCS-1 resulted in acquisition of performance data for
all of the components in a system configuration. The system and component
interactions observed in the system tests are presented in detail in Refer-
ences 2,\, 2.5, and 26. Specific phenomena observed were:
• Quantity of unvaporized liquid droplets in the mercury
vapor stream
• Effects of deconditioned boiler performance
• Pressure fluctuations generated by the boiler and the
effect on system output
• Effects of partial loss of mercury inventory
• Pressure transients generated within the boiler during startup
• Degradation of turbine efficiency
• Effects of mass-transfer buildups on turbine performance
• Effects on the system of various types of component failures
• Effects of noncondensable gas in the system
• Condenser pressure instabilities
• Condenser choked flow phenomenon (References k and 26)
• Effects of rapid electrical load variations
• Speed control system perturbations
• Effects of mass transfer and gas accumulations on pump
performance.
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^•3.3-2 Transients Imposed by Operating Mode
The SNAP-8 system can experience numerous transients as a result of
conditions associated with normal control functions of the mission. Extensive
testing was performed to define the system reaction to these conditions. The
following operational conditions, detailed test results of which are contained
in References 2k-, 25, and 2.6, were studied during system testing:
• Boiler NaK temperature variations resulting from normal reactor
control system perturbations
• Condenser NaK temperature variations resulting from missions
having alternate sun-shade operation
• Mercury inventory variations resulting from space seal leakage
or other causes of inventory loss
• Component and system heat load variations resulting from sun-
shade effects on the coolant system
• Automatic system shutdowns caused by various system failures
or mishaps. -
h.3-3-3 Remote System Startup Demonstration
A significant phase of the SNAP-8 program was the development and
demonstration of a method to start the system remotely in space. The basic
ground rule was that the power conversion system must 'start reliably without •
imposing excessive thermal gradients on the reactor. In a sense,, an optimum
procedure exists, since the surest way to start the power conversion system-
is a rapid startup, whereas reactor reliability favors a slow startup. Exten-
sive studies were conducted to develop a startup scheme which would be com-
patible with both the reactor and power conversion system. .In 1968, a series
of system startup tests was conducted to verify the results of the startup
study program. The tests demonstrated the automatic remote startup capability
of the SNAP-8 system.
Startup was divided into two separate phases-: a reactor heatup
phase, and a power conversion system startup 'phase. To simulate the reactor
heatup phase, a dc inverter ran the lubricant-coolant pump and NaK pumps at
about one-fourth speed. During this phase, the NaK loops were coupled by an
auxiliary heat exchanger which provided a simulated heat sink for' the reactor.
The first step in power conversion system startup was to increase
the WaK and lubricant-coolant flows to about one-half rated value; this was
done with the dc inverter. At this point, the mercury loop of the power
conversion system was started. The mercury loop startup-was a "bootstrap"
operation. Mercury was injected into the boiler under pressure at a controlled
rate to start rotation of the turbine-alternator and mercury pump which was
electrically coupled to the alternator. When the turbine-alternator accelera-
tion reached one-half speed, the NaK and lubricant-coolant pumps were trans-
ferred electrically to the alternator and all rotating components completed
acceleration to rated speed simultaneously with the turbine-alternator. As
rated speed was approached, the electrical speed control system took over to
control the speed and electrical output of the system.
The system startup scheme was first demonstrated with a SNAP-8 power
conversion system under test at Aerojet. Similar but more extensive tests
vere subsequently conducted at NASA LeRC using an electric NaK heater as the
reactor simulator. All startup tests required simulation of both the reactor
and the radiator with appropriate heat exchangers. Future testing was planned
at the RASA Plum Brook Space Power Facility to merge a power conversion system
and a reactor to more accurately define the characteristics of a startup.
The primary results of a typical startup are shown in Figure k-2^ .
The data begin after the reactor heatup period and just before mercury injec-
tion; therefore, the pumps were all at one-half speed except for the mercury
pump which accelerates with the turbine-alternator. The data show the mercury
flow ramp, the turbine-alternator acceleration, the acceleration of all pumps
together after one-half speed is reached by the turbine-alternator, the alter-
nator output power, and boiler temperatures. Boiler outlet temperature is the
critical parameter in the startup, as far as the reactor is concerned. The
most severe transient the reactor experiences is during the relatively high
initial mercury injection rate which accelerates the rotating components.
The tests demonstrated the validity of the SNAP-8 startup scheme.
All thermal transients remained within limits specified by the reactor con-
tractor. The success of the tests was a major step in the progress of the
system toward an eventual space application. The testing at NASA LeRC also
investigated system shutdown characteristics. Tests of shutdown sequences,
reported in Reference 19, were performed which simulated both normal and
emergency shutdown conditions. All transients remained within safe component
limits.
U.3.3.^  Power Increase Potential
Throughout most of the SNAP-8 program, the goal was a net electrical
output of 35 kW. Testing of the 35~kWe system occupied the majority of all
testing. During the latter part of the program, design began on a modified
version of SNAP-8 capable of a 90~kW net electrical output. The testing per-
formed in 1970 centered around evaluation of the system at the elevated power-
output condition.
The 90-k¥e operating condition required a higher mercury flow and
a lower condensing pressure. Testing was established to evaluate components
at the conditions that would be experienced under the new conditions. The
components in question were the turbine, alternator, boiler, and condenser.
The turbine was known to be unsuited to the higher-power operation, so no
test demonstration was attempted. The alternator was tested to its new re-
quirement of 80 kVA and was found to be adequate, provided additional cooling
was supplied.
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The boiler would also need to be redesigned. However, simulation
of the new operating conditions was possible by using test parameters, but
scaled on a per tube basis. The modified boiler design was substantiated by
the tests.
The condenser was found to be unacceptable at the higher power level
for a zero-g application. Although thermally acceptable, its pressure drop
was excessive. The pressure drop could be reduced by maintaining a high mer-
cury inventory level in the condenser, but this introduces interface stability
problems. In a ground application, the condenser was satisfactory.
A detailed report of the testing is found in Reference 26.
U.3.4 Correlation of Test Results and Mathematical Models
Much of the SWAP-8 design and analysis was based upon mathematical
models of the system. One of the objectives of system testing was to identify
the degree of correlation between the mathematical models and actual system
performance.
Two models were used in the program. The first defined the steady-
state performance of the system. The model was used to predict the perform-
ance of the system when subjected to slow transients such as the WaK tempera-
ture variation caused by the reactor temperature control system. The computer
program is known as SWAP-8 Cycle AWalysis (SCAN).
The second mathematical model predicted performance of the system
during fast transients typical of system startup and shutdown.. The model was
programmed as a hybrid computer system simulation. Correlation between test
and theory for each of these models is discussed below.
4.3.4.1 Correlation with the SCAN Computer Model
Extensive system testing was conducted to observe the effects on
the system of various parameter perturbations. The WaK temperature variation
is selected here as an example. The test consisted of changing the boiler WaK
inlet temperature over the reactor deadband temperature range (1330 to 1280 F)
with all other variables being allowed to.vary without restraint.
The results of the test, together with SCAW predictions, are tabu-
lated in Table 4-IV. The agreement between the test data and the SCAW data is
good, giving considerable confidence in the ability of the model to predict
the performance of future SWAP-8 system design. Test series investigating
other typical system perturbations were equally successful.
4.3.4.2 Correlation with System Startup Computer Model
A direct comparison of the system startup mathematical model and
test data is difficult. The reason is that the test facility did not use a
reactor or a radiator. The functions of these components had to be simulated
and an accurate simulation was not possible.
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TABLE U-IV SYSTEM RESPONSE.TO REACTOR TEMPERATURE
VARIATION FROM 1330 to 1280°F
Function Test Data SCAN Data
Heat Input to Boiler
Condensing Pressure
Turbine Inlet Temperature
Turbine Inlet Pressure
Boiler Mercury Outlet Pressure
Boiler Mercury Outlet
. Temperature
Heat Rejection
*Boiier Pinchpoint Temperature
Difference
Condenser NaK Outlet Temperature
Alternator Output
Mercury Liquid Flow
1$ increase
No noticeable change
30 F decrease
0.8 psi decrease
0.8 psi decrease
ij-5 F decrease
No noticeable change
^5 F decrease
No noticeable change
0.5 kW decrease
100 Ib/hr increase
1$ increase
0.1 psi increase
50 F decrease
0.6 psi decrease
0.5 psi decrease
U5 F decrease
0.2% increase
^5 F decrease
No noticeable change
0.3 kW decrease
100 Ib/hr increase
*Minimum difference betveen NaK and Mercury Temperatures
However, the validity of- the mathematical model vas demonstrated.
The model was used as a source of input data to conduct startup modes. Flow
ramp rates, temperature simulations, inventory control, etc., were all based
upon the predictions of the model. The fact that the startups were success-
fully accomplished is evidence of the validity of the model. Component
accelerations, temperature gradients, and all other aspects of the startup,
proceeded satisfactorily.
4.3.5 Projected Final Development Testing
The system testing conducted at Aerojet and NASA LeRC successfully
demonstrated the performance and reliability of components and the integrity
of system operational modes. However, several additional areas of valuable
testing remain in order to have a fully developed nuclear powered electrical
generating system.
The single most important additional test is a combined system test
such as that originally planned to be conducted in the NASA Plum Brook Space
Power Facility. The combined system test would include the power conversion
system, the reactor and nuclear control system, a heat rejection system with
the capability to simulate space conditions, and simulation of space vacuum
conditions. In the combined system test, the complete spectrum of transient
response would be investigated and evaluated. The transient response inves-
tigations would include those associated with the power conversion system,
the nuclear system, and the interactions between the two, particularly the
rapid transients occurring during startup and shutdown.
Additional testing, which could be included as part of the combined
system test, would be conducted to investigate the following:
a. Hydrogen transport.- During the operation of a combined nuclear/
power conversion system, hydrogen will escape from the reactor fuel elements
and diffuse through the system. Hydrogen can effect system performance in
several ways: react with containment materials and alter their mechanical or
chemical properties; react with NaK to form a solid hydride and impair flow;
accumulate in the mercury loop and affect condenser, boiler, or pump perform-
ance. Analytical studies have been made to establish the equilibrium distri-
bution of hydrogen in the system. A computer program, designated as DCHT -
Double Containment Boiler Hydrogen Transport Computer Program for SNAP-8 and
described in Reference 28, was developed to calculate the anticipated hydrogen
distribution. The analytical studies were supported by small-scale system
loop tests in which hydrogen was injected into the primary NaK loop. Although
the results were inconclusive, a tendency for hydrogen to accumulate in the
mercury loop was indicated. A combined system test would permit the investi-
gation of all potential problems associated with hydrogen diffusion and an
evaluation of the effects on system performance.
b. Combined radiation and temperature effects.- The combined
effects of radiation and temperature on the operation and performance of
components should be evaluated. These effects should be. evaluated particu-
larly for components located in the high-radiation zone within the U-pi shield.
c. Long-term degradation.- A more comprehensive evaluation of
component and system degradation occurring during long-term endurance testing
would define the possible degradation modes.
d. Mass Transfer.- Further investigations should be made to
determine the effects of temperature and flow as they relate to the deposi-
tion and removal of mass-transfer products.
e. Mission adaptation tests.- Tests should be conducted to further
define the effects of mission-imposed conditions on system performance and
operation. The mission-imposed conditions include the proximity of the sun,
sun-shade cycles, and system shutdown and restart requirements.
5.0 MECHANICAL COMPONENTS
5.1 TURBINE-ALTERNATOR
The SNAP-8 turbine-alternator converts the thermal energy of super-
heated mercury vapor into electrical energy for use within the SNAP-8 system
and as useful electrical power to a mission vehicle. The turbine-alternator
design for a 90-kWe system (identified as the Mark JO design) consists of a
dual five-stage split-flow reaction turbine. Two solid rotor, brushless, homo-
polar inductor-type alternators of proven design are used with one alternator
attached to each end of the turbine shaft. The location of the turbine-
alternator in the 9°-k¥e system is shown schematically in Figure 5-1. The
turbine-alternator for the 35~kWe system (identified as the Mark 66 design)
consists of a cantilevered four-stage axial-flow, impulse turbine coupled to
a single alternator of the same design used for a 90-k¥e system. All testing
experience for turbine-alternators was achieved with the Mark 66 design. The
location of the turbine-alternator for the 35-kWe system is shown schematically
in Figure 5~2. The design features and operating characteristics for the
turbine-alternators utilized in the two systems are presented below.
5.1.1 Mark 70 Turbine-Alternator
5.1.1.1 Development Background
Upgrading SNAP-8 to a 90-kWe system was done using the proven
technology of the Mark 66 turbine (which had been successfully tested) and as
much existing hardware as possible combined with an appropriate system state-
point change. The major state-point change was to reduce the turbine back
pressure from ik psia (Mark 66 turbine) to a range of 2.0 to 2.5 psia. The
increase in available energy across the turbine resulting from a reduction in
back pressure was achievable with only a modest increase in flow rate over
that required for the 35~kWe system. Combining the gain in available energy
with a significant gain in turbine efficiency by using a reaction turbine,
the net electrical output of the SNAP-8 system could be more than doubled
which would, in turn,, more than double the overall system efficiency. Studies
of the SNAP-8 system with components optimized have shown that, for the same
60Q-k¥t reactor power, an overall system efficiency of 20$ can be achieved.
The system designed to produce higher output and overall efficiency
was to use as much developed hardware and technology as possible. The excep-
tion to this was that the turbine assembly was to be redesigned as a reaction
machine rather than the impulse type of turbine previously used. With this
approach, the turbine efficiency could be increased from the 57$ of the Mark
66 impulse to about 78$ for the Mark TO reaction machine.
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A reaction turbine and a higher system output level required a
change in the turbine-alternator configuration. To preserve the bearing
design of the Mark 66 turbine and still maintain a relatively low axial-
thrust load, the reaction turbine was split into two opposed axial-flow
reaction turbines on a single shaft to balance the axial thrust. This
configuration incorporates two bearing and space seal arrangements having
the design criteria that were proven in a 10>000-hour endurance test of the
Mark 66 turbine. In addition, the two alternators driven by the turbine are
located on opposite sides of the turbine with mechanical drive .couplings
similar to those previously used. The turbine-alternator configuration is
as shown in Figure 5~3-
With two opposed alternators on a single shaft, one.must rotate in
a direction opposite to the present machine. Paralleling the output requires
mechanical alignment to control load sharing and phase shifting. Other
mechanical changes entail the simple replacement of right-hand parts with
left-hand parts where the change in rotational direction so dictates (e.g.,
the visco seals and molecular pumps in the seal-to-space installation).
5.1.1.2 Turbine
The turbine consists of two five stage, opposed reaction turbines
with the first stages being radial inflow and the remainder being axial flow.
These mounted on a single shaft to minimize axial thrust loads. Introducing
the turbine flow at the center of the assembly and splitting it in half
cancels the axial thrust load. The .design of this turbine is described in
Reference 3«
The exhaust from each turbine flows directly to its own condenser
where the flow paralleling is completed by jointly manifolding the two
condensers. This arrangement preserves the use of a single mercury pump.
Modification of the condenser inlet manifolds was required to achieve the
design goal turbine back pressure of 2.0 to 2.5 psia.
The following state-point conditions were established for the
reaction turbine.
Turbine mercury flow rate (total) 13,550 Ib/hr
Turbine inlet pressure . lit-6 psia
Turbine .inlet temperature 1155°F
Turbine exhaust pressure 2.<5 psia
Turbine exhaust temperature 520 F
Design goal efficiency (total-to-static) 78$
In addition to revised system state points, some restrictions were included
to preserve the turbine technology and to assure the. least development risk.
Among these restrictions were a limiting tip speed of ^ 50 fps to minimize
turbine blade erosion, a minimum last-stage blade root diameter of 5-5 inches
to allow sufficient room for the cooling ducts for the space seal which is
similar to the Mark 66 design, and a requirement for the turbine rotor assembly
to have a critical speed above the design speed.
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Figure 5-3 Mark 70 Turbine-Alternator
The computer program used in the SNAP-8 turbine design was upgraded
to include the effects of reaction and the latest applicable data on losses.
Also included in the program was the ability to vary the different stage rotor
diameters and work splits. This program was used for a parametric study of
5-, 6-, and 7-stage turbines, the stage-to-stage transition and flare problems,
and the effect of shrouding some of the stages.
The effect of rotor tip clearance on turbine efficiency was also
considered. This parameter was included because previous design approaches
had included conservative mechanical integrity requirements, one of which was
that the turbine must be capable of withstanding the thermal shock caused by
super-heated mercury vapor when the turbine is at room temperature. Ruling
out a turbine preheat cycle in the start sequence resulted in excessive rotor
tip clearances on the order of 0.030 inch which penalized turbine performance.
Since the system goal is to demonstrate high thermal efficiency, a design
approach was adopted which allows maximized component performance with more
reasonable design margins. With respect to the rotor tip clearances, either
a turbine preheat cycle must be included or the rotor housings must be designed
to "grow" faster than the rotors and blades during the startup thermal
transient.
A turbine design with radial inflow on the first-stage was selected
since it provided the best efficiency and mechanical design. The calculated
efficiency for this design is in the range of 79-25 to 80$.
The conclusions from the preliminary design phase indicate that a
turbine total-to-static design goal efficiency of 78$ is attainable; however,
the attainment of this efficiency depends primarily on the reduction of
rotor tip clearances to the lowest practical values. Feasible design approaches
exist to reduce rotor tip clearances and include shroud design considerations,
modified system startup procedures, and a turbine preheat cycle.
5.1.2 Mark 66 Turbine-Alternator
The turbine-alternator Mark 66 design for the 35~kWe system is shown
in a cutaway view in Figure ^-h and as actual hardware in Figure 5~5-
The turbine in the Mark 63 SNAP-8 turbine-alternator (described in
detail in Reference 28) had the following physical characteristics,
• Four axial stages:
Stages 1 and 2, partial admission
Stages 3 and k, full admission
• Large radial rotor blade tip clearances
• Large nozzle vane/rotor blade overlap
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While the performance of most of the components in this unit was
satisfactory, the turbine efficiency of 52.5$ (based on test results of
several units) was below the predicted level of 60$. In addition, the tests-,
revealed a number of mechanical design deficiencies.
Examination of the system and component performances indicated that
the .most fruitful place to gain a .significant performance, improvement, with
the least added complexity, was in the turbine, and design changes were made
which led to the Mark 66 turbine. . .. •
The major changes were in the modification of aerodynamics for
better flow control, a material change from Stellite 6B to S-8l6 for the
turbine wheels and nozzles, and mechanical redesign for structural improve-
ment. This is described in Reference 29. The reason for the material change
was that Stellite 6B had shown a tendency toward transformation and- embrittle-
ment. in early testing. The transformation was from the."relatively ductile .
face-centered cubic crystaline structure to the brittle haxagonal close .
packed form. This change was..attributed to the temperature.soak during ;;.-
operation. . . . . . . . . . . . ~ . .
5.1.2.1 Mark 66 Turbine Physical Description - - ,. , •-
The configuration of the turbine is characterized as follows:
• • Four stages .. ,...• . . •:•••.- ••. .. •
• Impulse in each stage (as defined by zero pressure drop across;
the rotors)
• 12,000. rpm . ' ' - ' . . • -•'. 'T~~r'. .- .. • -.-
• Dual-path partial admission in the first two stages (38$ and
^9$ admission) and full admission in .the.-last two. .
• An overhung (cantilevered) assembly supported on two angular-
contact ball bearings. . . . • • •
The nozzle areas of the two partial-admission-stages are halved- and
spaced 180 degrees apart to avoid unbalanced- torques on the bearings and to •
better,.distribute the heat input to the turbine housing. - ..
The turbine case and,.inlet manifold housing are suspended by fpur
arms extending from the bearing housing. The concentric location of the
turbine case under thermal and mechanical loads is maintained by the four
""cold-frame"- support arms that are part of the bearing housing. These arms
are tangentially and axially stiff, but radially flexible to accommodate
thermal growth. Any tendency for the case to be eccentric is well constrained.
The turbine-blade tip clearances were set at a nominal 0.030 inch
for the first two stages, and 0.025 and 0.020 inch in the third and fourth
stages. The Mark 63 design had tip clearances of 0.0^0 inch in all stages.
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Axial clearances between nozzles and wheels vere set at a nominal 0.070 inch.
An 0.50 inch clearance was used, however, between the second-stage wheel and
the full-admission third-stage nozzle to minimize the transitional losses
that occur in passing from a partial- to a full-admission stage.
Preloaded angular-contact ball bearings were used, and a space-seal
system was interposed between the turbine exhaust end. and the outborad turbine
bearing.
To reduce bearing axial loads, the thrust load caused by unbalanced
pressure forces on the shaft is counteracted by a balance labyrinth seal
piston at the free end of the shaft.
a.-; Bearings, Slingers, and Lubrication.- The turbine assembly is'
supported .by two angular-contact ball bearings, spring loaded in a back-to-
back arrangement. The bearings are 208 size (ko-mn. bore) angular-contact
ball bearings (ABEC, Class ?)• The ball retainer is a lightweight, one-piece
outer-land-guided type made of iron silicon bronze. Rings and balls are made
of triple vacuum melt consumable electrode (CEVM) M-50 tool steel. The design
and development of the ball bearings for the SKAP-8 turbine and alternator are
described in Reference 30.
The bearings are lubricated by multiple-jet injection of an organic
fluid (polyphenyl ether). Scavenging dynamic seals are used on both sides of
each bearing to provide nonflooded bearing operation with the bearing cavity
at the vapor pressure of the lubricant.
b. Seals to Space.- To use organic fluid for bearing lubrication,
means must be provided to prevent the fluid from mixing with mercury where they
occupy adjacent regions of the same shaft. Intercontamination of oil and
mercury is avoided by venting a section of the rotating shaft to space and per-
mitting a small controlled leakage of each fluid to the space vent cavity.
The seal combination developed for this application consists of a
visco pump, slinger pump, and molecular pump in series located between the
fourth-stage turbine wheel and the adjacent'bearings. The visco pump and
dynamic slinger elements develop stable liquid-vapor interfaces for both
mercury and oil. The visco pump is surrounded by an organic-fluid heat -"
exchanger which assures an adequate mercury temperature at the interface. The
molecular pump provides the barrier to restrict the leakage to space of
mercury molecules which evaporate from the interface.
The seal configuration is the result of a separate development program
where extensive theoretical and experimental work was done. Testing during this
program revealed that leakage rates of less than one pound per year can be
expected. The design and development of this seal to space are covered in
References 31 and 32.
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c. Startup 'Seal.- The contact seals in the space vent cavity
prevent the loss of liquid during startup and shutdown when the dynamic seals
are inoperative. An auxiliary lift-off device disengages the contact seals
after startup and prior to shutdown during ground test operations.
d. Materials.- Cavitation-erosion resistance to wet mercury vapor,
creep data, and thermal expansion data were factors influencing the selection
of turbine materials. All areas subjected to mercury vapor, wet or dry, at
high velocities were made from S-8l6; these included turbine wheels, nozzles,
labyrinth seals, and the turbine bolt. The inlet manifold assembly itself
was forged Type 3l6 stainless steel. Material for the turbine case and bear-
ing housing is cast Croloy 9M with the thin exhaust duct made from Type lj-10
stainless steel. Shaft material is AISI 3^^ -0 steel. The ball bearings are
•made from triple CEVM M-50 steel.
5.1.2.2 Mark 66 Turbine - Design Parameters
•-,' '
The design operating parameters for the turbine are as follows:
"; . Turbine '
i *„• •
£-. . . ' Inlet temperature (°F) 1,250
" • -Inlet pressure (psia) 2*4-9
*" '• >
t : :.;;.;'Mercury vapor flow (ib/hr) 11,800
;.. '• r . '^Exit pressure (psia) l*K-.5
Speed (rpm) 12,000
Lubricant-Coolant System '.- :
;; Flow (Ib/hr) • " • ' • - . 2 ^ 0 0 + 75
'- " ~^
o- Inlet temperature (°F) ' : 210 + 10 -
- Inlet pressure (psia) ko +_ 2
Exit pressure (psia) 3-5
a. Thermal Mapping.- The steady-state thermal map of the Mark 66
turbine is shown in Figure 5-6. The calculated bearing outer race tempera-
tures (269 F for the alternator end and 2^9 F for the turbine end) are
consistent with the bearing outer race temperatures measured on units during
12,000 hours system testing. The wheel retaining bolt temperature varied
from 1050°F under the thrust balance seal to ^ 60 F at the threaded section.
The temperature levels indicate that no condensation will form on the surfaces
of the inlet duct, turbine case, nozzle shroud.region, or on the first-,
second-, or third-stage turbine disks. There is an indication that condensa-
tion will'form on the fourth-stage wheel disk. At no point in the unit are
the indicated temperature differentials great enough to cause excessive
thermal stresses.
5-9
8•HfA!f-t-PCO03•0)voI1/N
5-10
b. Dynamic and Vibration Analysis.- Three analyses of the vibra-
tional characteristics of the turbine assembly were conducted.
The first analysis evaluated natural frequencies and structural
integrity of the turbine wheel buckets. The turbine blades were calculated
for conditions of resonance which could occur within the operating range of
the turbine (i.e., up to 12,000 rpm). It was shown that the blade frequencies
for all stages were well above the forcing function frequencies of the
respective stages.
The second analysis was a parametric study of the turbine shaft
whirl characteristics based on rotor-stator dynamics analyses. Particular
attention was given to evaluating the rotor and housing displacements at the
first-stage turbine wheel hub which is the point of greatest overhang.
Effects of variations in bearing fits and bolt preload considering the stiff-
ness of curvic coupling joints were also studied. Bearing reactions based
on bearing-support maximum outer race clearance (allowing conical whirl) were
evaluated and compared to the predicted bearing capacities for a 10,000-hour
life with 99-5$ reliability. The analyses indicated that the turbine-shaft
operating speed is sufficiently below the first critical speed. The latter
is calculated to be 16..800 rpm for the rotor-stator model with a bearing
spring rate of .6 x 10 Ib/inch. The second critical speed, which is primar-
ily a housing mode, is calculated to be almost two times the nominal 12,000
rpm shaft speed.
The third analysis derived the axial vibration critical speeds of
the SHAP-8 fourth- and second-stage turbine wheel disks. The analysis
revealed that a minimum of 3x safety margin exists between the shaft operat-
ing speed and the critical speeds so that fatigue associated with wheel axial
vibrations is not indicated. Some minor resonances were calculated at 16,200
rpm for the second stage and 16,900 rpm for the fourth-stage, with ho expected
ill effects. These three analyses are described in detail in Reference 33-
c. Stress Analysis.- The turbine parts which exhibited stress-
failure modes in previous SWAP-8 turbines were the turbine wheels, nozzle
assemblies, and inlet housing. The results of stress analyses for these
components are discussed below.
Stress levels for the turbine wheels were calculated as follows:
Stage
Maximum stress (psi):
Location • :
Minimum creep margin
of safety
Minimum yield margin
of safety :
1
9,354
@ ID
0.91
5-2
2
8,525
@ min.
disk
thickness
1.11
5.8
3
19,883
@ ID
-
1.92
h
10,432
@ ID
-
4.56
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Vibratory stress levels were computed as follows:
• Root tensile stress (including a stress concentration factor
of 2.0) due to rotation at 12,000 rpm:
Stage Stress (ksi)
1 2.3
2 3.3
3 2.6
h k.6 -
• Maximum gas bending stress (including a stress concentration
factor of 1.54) at 12,000 rpn:
Stage Stress (ksi)
1 1.1
2 1.58
3 O.U8
4 0.87
This does not reflect the effects of impact associated with partial admission
(which would give a maximum magnification of about 10) and resonant magnifi-
cation.
The second-stage nozzle assembly was analyzed using the finite
element method. The analysis considered thermal loading as well as normal
pressure loading. The results indicated that the maximum elastic stresses
(50,000 psi) occur in the second-stage nozzle diaphragm at l6 seconds after
turbine startup, and are due mainly to the large thermal gradients through
the thickness of the diaphragm. The subsequent maximum stress level of 10,000
psi due to the pressure difference of 75 psi across the diaphragm was essen-
tially constant during the remainder of an operational cycle (until turbine
shutdown). The results also showed an extremely conservative estimate of
cyclic strain which indicated an expected life of 2700 cycles. More realis-
tically, the maximum elastic stress level due to the thermal gradient at l6
seconds can be considered as a thermal shock occurring in an operational
cycle of several hundred hours. Since the maximum elastic stress level is
less than twice the yield strength, the stress-strain cycle will become
elastic action (no further repeated plastic flow) after the first cycle.
The third-stage nozzle assembly was analyzed for steady-state opera-
tion as well as transient conditions that occur during startup. The maximum
steady-state stress in the diaphragm was calculated to be 10,8Uo psi, and
31,500 psi (compressive) in the shroud. The thermal effects produced stresses
as high as 63,000 psi which is significantly above the yield strength of
1)-3,000 psi (at the appropriate temperature). The ultimate stress for this
condition is 12^ ,500 psi. Those relatively high stresses due to thermal
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loading will result in plastic flow. The material used, S-8l6, has a ductil-
ity of approximately 15$; consequently, the plastic flow will lead to a reduc-
tion in the actual magnitude of the calculated stresses. Since these stresses
are not excessively above the yield stress, and are well below the ultimate
yield stress, risk of physical failure was considered remote and the part
considered safe as designed.
j
The fourth-stage nozzle assembly has the smallest temperature and
thermal gradients, and the resulting stress levels due to pressure differential
and thermal loading are correspondingly low. The maximum calculated stress
in the nozzle assembly of 14,920 psi (tensile, hoop) occurred in the shroud
(yield of S-8l6 = ^,000 psi). The highest stress calculated in the diaphragm
was 9000 psi' (tensile). Both stresses resulted from the thermal loading.
The stress analysis for the turbine inlet housing was an axisymmet-
ric case of a housing with a cross section remote from the first-stage nozzles.
Both steady-state and transient conditions were analyzed. Each analysis was
based on an axisymmetric case remote from the nozzle openings.
The steady-state condition occurs when the temperatures in the
turbine housing have reached equilibrium. For analysis, the housing was
assumed to be soaked at a uniform temperature of 1250 F. Thus, the only
stresses present are those due to the pressures in the torus and downstream
of the nozzle plate. The maximum stress calculated was 3675 P3^ an<^ also
below the stress of 7000 psi, which is required to produce one percent
creep in 10,000 hours. Consequently, the turbine inlet housing was judged
to be structurally adequate for steady-state operation.
An analysis of transient conditions indicated that some yielding
would take place locally in the low-cycle fatigue regime. However, a conserv-
ative estimate indicated the part to be capable of withstanding at least 600
cycles compared to the required 100 cycles. This is described in Reference 3^.
5.1.2.3 Mark 66 Turbine - Demonstrated Performance
a. Endurance Testing.- Initial endurance testing involved operation
•to 2500 hours. The performance has been evaluated for the Mark 66 turbine and
turbine-alternator in the 35~kWe test facilities at Aerojet.
A turbine-alternator was operated for 2122 hours in the Aerojet
facility before disassembly, inspection, and reinstallation. The initial
performance of this unit at its design operating conditions was:
Tested 35~kWe System Requirement
Turbine-alternator efficiency ($) U8.5 7^.9
Turbine efficiency ($) 56.0 56.0
Power output (kWe) 58.0 57-9
Liquid carryover (%} 3-0 .^0 (maximum)
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The Mark 66 tur bine -alternator met the system requirements. This
performance was measured, however, after the turbine had operated some TOO
hours with an unconditioned boiler. The effects of mass transfer, which
occurs most frequently with web mercury operation, probably masked the true
performance of the unit. Disassembly revealed large amounts of mass-transfer
material deposited in the nozzle passages of each stage. The area reductions
were considerable (2.7 to 15-5$ of the original nozzle areas) and the true
turbine efficiency and turbine-alternator power output (minus the effects of
the mass-transfer deposits) was estimated to be at least 1.0 percentage point
and 1.0 kW higher than measured. Subsequent cleaning, reinstallation, and
testing confirmed the estimated effects of the mass-transfer products on per-
formance. The turbine and turbine-alternator performance when reinstalled
was as follows:
Unit 5/3
Turbine-alternator efficiency ($) ^9-5
Turbine efficiency (%} 57-5
Power output (kWe) 58.4
Operation of -the same turbine-alternator in the 35~k¥e system
continued until a total of 10,823 hours of operation was reached. The major
portion of this period was at steady-state operation. Various system and
component tests took up the remainder of the time. During this period the
unit accumulated 36 startup/shutdown cycles.
The performance of the turbine and turbine-alternator at design
operating conditions during this period was not constant. A decline in
turbine efficiency and alternator output was observed. The drop in efficiency
of 2.1 percentage points and 2.25 kW in output occurred in four gradual steps
after approximately 5600, 5200, 7000, and 8000 hours of operation. A detailed
evaluation of the turbine performance after 7500 hours of operation is contained
in Reference 35-
At 10,823 hours, the unit-was disassembled and examined. A detailed
description of the condition of the turbine and alternator following the
endurance test is contained in Reference 36. The -examination on disassembly
indicated that only 0.5 percentage points of the 2.1-percentage-point loss
could readily be accounted for by the condition of the unit. The following
conclusions were drawn:
• The turbine-alternator was in very satisfactory condition, and
showed no problems that would preclude further operation.
• Continued erosion of the turbine rotor blades occurred, limited
mainly to the second and third stages. The degree of damage
was not considered sufficient to affect the structural integrity
of the blades and only slightly affect the blading performance.
• The only significant evidence of mass transfer appeared in the
third-stage nozzle where flow area was reduced 7-5$- The deposit
was considered a major contributor to the performance loss.
Light deposits were found on the rotor blades of the first three
stages.
• The rubbing evidence from thrust and interstage labyrinth
seals indicated little or no further damage. An anomaly
existed in the third-stage labyrinth where lands showed
evidence of erosion and corrosion. The life of the turbine
was in no way affected.
• Some minor cracks in the first-stage nozzle assembly (inlet
housing) had propagated but were not considered structurally
detrimental.
• The cavitation damage to the visco seal progressed from the
level attained at 2122 hours of operation; however, the small
increase in no way affected the structural integrity or the
sealing capability of the part.
• The bearings of both turbine and alternator were in good condi-
tion and satisfactory for further extended use. They met the
basic design objective' of 10,000-hours. The bearings showed
little service wear. Wo conclusions could be drawn concerning
the fatigue life of these bearings since the design average
life is more than 100,000 hours and no fatigue failure was
expected during the testing program. Therefore, the absence
of fatigue damage in a small sample with a relatively short
operating time made a statistical life prediction difficult.
The evidence indicated that bearing lubrication was satisfac-
tory.
• A life estimate for the turbine indicated that, based on the.
evidence seen, the turbine should be capable of operating for
a life of at least five years.
b. Transient Testing.- A turbine-alternator identical to that
described above was tested in the 35~kWe system test facility at NASA-LeRc.
This unit was tested for 157 hours and 135 start/stop cycles with no indica-
tion of any malfunction. This confirms the ability to survive the thermal-
shocks encountered during startup.
c. Vibration Test.- The turbine assembly has undergone shock and
vibration testing at NASA-LeRC as part of a complete turbine-alternator.
The tests covered sinusoidal vibration, random vibration, and shock in all
three axes (x, y, z) as called for in NASA Spec, hl^ -2 (Rev. C, 1 June 1969)..
The power input levels are shown in Table 5~I« The turbine-alternator used
in these tests was similar in configuration to the unit endurance tested in
the SNAP-8 35~kWe system. A description of the test together with details of
the post-test disassembly and inspection is described in Reference 37.
The unit was examined at Aerojet following the vibration and shock
test. The turbine-end bearing was in excellent condition except for several
small patches of fretting corrosion and a large galled area on the outer
surface of the outer ring. The inner raceway showed a superficial chatter
pattern at ball-speed intervals with the normal contact angle. The alternator
end bearing was in good condition except for three galled areas on the outer
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TABLE 5-1 SUMMARY OF TURBINE-ALTERNATOR VIBRATION TESTS
Run Description
. Fixture survey
Sinusoidal
vibration
Sinusoidal
vibration
Random
13g rms
overall
Shock
Shock
Sinusoidal
Random
13g rms
overall
Shock
Shock
Sinusoidal
Random
13g rms
overall
Shock
Shock
Run
Number
1
2
3
k
5,6,7
8,9,10
11
12
13,1^15
16,17,18
19
20
21,22,23
2^,25,26
Test
Axis
Y
Y
Y
Y
+Y
-Y
Z
Z
+Z
-Z
X
X
+X
-X
Input Amplitude
or G Level
in . doub . ampl .
0.2-5
1G
0.25
1G
0.25
2G
+3 dB /octave
.^g2/HZ
-6 dB/octave
15G
15G
0.25
1G
+3 dB/octave
• Ug /Hz
-6 dB/octave
15G
15G
0.25
2G
+3 dB/octave
.l+gVHz
-6 dB/octave
15G
15G
Input Sweep
Frequency Speed
(Hz) (oct/min)
5-9 k
9-2000
5-9 b
9-2000
5-13 ^
13-2000
20-100
100-600
600-2000
5-9 b
9-2000
20-100
100-600
600-2000
5-13 6
13-100
20-100
100-600
600-2000
Run
Duration
(min)
2.15
2.15
2.15
3 min
11 millisec
11 millisec
2.15
3 min
11 millisec
11 millisec
1.5
3 min
11 millisec
11 millisec
G Level
13
i
17
38
28
ko
ko
1*0-50
90
30
50
20
80
28
28
25
28
30-
. 1*0
Maximum
Frequency(HZ)
1600
190
1150
200-
230
1150
220
1+90
220
500
375
1000
3^0
1^50
Responses
Axis
Z
X&Z
Z
Y
Z
Z
Y
Z
Z
Z
Z
Z
X
Z
X
Y
X
Location
Trunion mount
Turbine shaft
Alternator shaft
Turbine shaft
Alternator shaft
Turbine and
alternator shaft
Turbine shaft
Alternator shaft
Alternator shaft
Turbine shaft
Turbine shaft
Alternator shaft
Alternator shaft
Turbine and
alternator shaft
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surface of the outer ring originating at the thrust face edge. The outer
ring raceway showed a light ball vibration pattern at zero-degree contact
angle with normal ball spacing between the patterns. Marks on the turbine
wheel hubs indicated contact with the labyrinth seals located inside the
nozzle diaphragm. This clearly showed the limit of the shaft deflection.
This minor contact was apparently sufficient to dampen the vibration without
serious impact effects.
5.1.2.1)- Conclusions
The experience gained from extensively testing the Mark 66 impulse
turbine has confirmed that the unit is capable of meeting the extended life
of five years for the SWAP-8 system.
Applying this technology to the Mark TO reaction turbine appears to
present no major problems, and it is expected that the same reliability in
operation could be achieved.
5.1.3 Alternator
The alternator was developed to meet the SNAP-8 power generating
system requirements which included the ability to start and generate 60 kW of
electrical power unattended in space for 10,000 hours.
5.1.3-1 Physical Description
The alternator configuration selected to meet these requirements
was a solid rotor, brushless, homopolar inductor type operating at 12,000 rpm
and producing 120/208-V, 3~phase alternating current power, with an output
frequency of UOO Hz. The alternator is lubricated and cooled by a polyphenyl
ether organic fluid. The electrical insulation system is an aromatic polyimide
(ML) coupled with an epoxy resin compound. The reliability goal was 97-35$ for
10,000 hours of continuous operation. The development of this alternator is
described in Reference 38.
A cutaway view of the alternator, Figure 5~7> illustrates the trun-
nion mounting, flexible drive shaft, and other details.
The turbine and alternator housings are hermetically sealed. Each
bolted joint is provided with a seal ring welded to the structure. Electrical
connections are hermetically sealed with ceramic feed-through terminals. The
alternator bearing system consists of two jet-lubricated spring-loaded diver-
gent angular-contact bearings. The bearing cavity is scavenged by the seal
system. Each seal consists of a disk slinger with a visco seal backup. The
axial clearances are controlled by shimming at final assembly. The lubrica-
tion fluid is also used to remove the heat resulting from seal and rotor
losses.
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5.1.3-2 Design Parameters
The alternator is a brushless solid rotor generator of the homopolar
inductor type with a radial air gap. The field coil, which produces the
direct-current working flux, is positioned between two identical sets of
laminated cores. The electromagnetic circuit consists of the frame, which
surrounds the core and field coil, the core sections, the radial air gaps,
the solid rotor poles and the hub of the rotor.
The stator consists of two laminated core assemblies having a
toroidal field coil between them and assembled in a common frame bore. A
two-circuit design was chosen to minimize the radial bearing forces resulting
from possible eccentricity between rotor and stator.
The rotor (Figure 5-8) was machined from an AISI k-620 steel forging
to provide good strength and magnetic material properties. Slots were
machined circumferentially in the rotor poles to reduce pole face losses.
The stator punchings are partially closed slots to reduce the pole
face losses caused by flux pulsations in the air gap. The relatively large
radial air gap of 0.060 inch decreases the radial bearing forces caused by
eccentricity of the rotor and stator. A further effect of the large air gap
is the need for a high magnetic potential between rotor and stator, leading
to considerable leakage flux in the region between the rotor poles. This
flux is limited by contouring the rotor between the four machined poles pro-
jecting from the hub to increase the effective depth of the rotor slot oppo-
site the stator cores. The calculated flux and current densities at rated
conditions are shown in Figure 5~9-
End-turn phase insulation was provided by wrapping 0.0105-inch ML
glass between the involute of the armature coil and the extensions of the slot
liners. Coil-side phase insulation was accomplished with 0.020-inch wall
untreated braided-glass sleeving positioned on frog-legged coils prior to
insertion. The sleeving provided sufficient separation between the coil sides,
and was later impregnated with epoxy to .provide added dielectric and coil
support. A roof-shaped topstick was machined from polymer SP. This material
has a polyimide chemical base and offers essentially the same properties as
the ML family in a moldable solid form. Topsticks fabricated from this
material provide high strength and ease of insertion.
Armature winding and insulation mechanical support, environmental
protection, and corona resistance were achieved by vacuum impregnation with
an epoxy varnish compound. The vacuum was applied to the windings after
attachment of the phase connections and bus bar assemblies.
Solid connections were achieved by using TIG welding. Oxygen-free
high-conductivity copper material was used for all flexible lead cables, bus
bars, and field coil conductors. The intercoil connections were protected with
a short section of untreated glass sleeving positioned over the joint, then
filled with an epoxy compound to provide a bond. All other joints and joint
areas were insulated by a double tape comprised of three thicknesses 0.0065-
inch silicone-glass adhesive tape over the joint plus three layers of 0.005-inch
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TOOTH WIDTH
.150
.145
Figure 5-8 Rotor with Inner Shaft Assembled
I
FIELD CURRENT DENSITY 4900.AMPS/IN.'
V. FRAME ..
1
7— -<:
CORE DENSITY '
80.2 KL/IN.2
I
1
GAP DENSITY I/ X
57.5 KL/IN.2 Y
4 FIELD
COIL
SB
i
ti
FRAME FLUX DENSITY )
86.6 KL/IN.2 1
/
^V / s' ROTOR POLE
>s / -'DENSITY 93.2 KL/IN. 2/
,— ARMATURE CONDUCTORS
STATOR POLE DENSITY
102 KL/IN.
ROTOR YOKE DENSITY
102 KL/IN.2
FLUX AND CURRENT DENSITY AT 80 KVA, 0.75 POWER FACTOR
ARM CONDUCTOR AREA . 0.025675 IN.2
FIELD CONDUCTOR AREA - 0.00407 IN.2
ARM CURRENT/CONDUCTOR - 111.0 AMPS
FIELD CURRENT/CONDUCTOR - 20.0 AMPS
Figure 5~9 Alternator Electromagnetics
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desized glass tape. The tapes provided a strong dielectric joint. The phase
connections consisted of a bus bar arrangement to provide numerous cross-overs
and routing of the phase windings. The bars were positioned together to save
space. Insulation was provided by placing a strip of 0.0105-inch ML glass on
the bar at adjacent bus bar sides. Each insulation strip was taped in place
and then the composite bars were taped together with desized 0.005-inch tape.
The insulation system was designed to meet the reliability and
life requirements encountered in a space nuclear environment.
Contamination of the alternator cavity (and possible resulting change
in vapor pressure at vacuum operation through out-gassing of adhesive in joint
insulation tapes) was considered a disadvantage in the joint insulation method
specified. This method consisted of three thicknesses (wraps) of 0.0065-inch
silicone-glass thermosetting adhesive tape with an over-wrap of three thick-
nesses 0.005-inch untreated glass tape. A program was initiated to investigate
other joint insulation methods and to establish the comparative performance by
weight loss measurements at elevated operating temperatures. Seven methods
tested included a combination of such materials as desized glass tapes over ML
glass cloth and sleeving, Du Pont "H" film, and silicone treated glass adhesive
tape. From these tests, it was concluded that the system first specified was
the most stable and would result in least out-gassing effects.
The alternator cooling fluid is an organic polyphenyl ether. Hot
fluid or vapors contacting conductors and insulation materials during alter-
nator operation could result in damage by corrosion and chemical attack. Since
data on the compatibility of the polyphenyl ether with the alternator materials
were not available, a program was initiated to obtain the necessary information.
The primary concern in the use of the fluid as a coolant was compatibility with
alternator materials, and the dielectric effect in the alternator cavity. Tests
conducted early in the program, simulating conditions and time contemplated in
the machine, established that the hot polyphenyl ether did not cause deteriora-
tion of the insulating and conductor materials. The combined effects of oil
mist, low vapor pressure, and radiation on the air dielectric effect were
considered. It was postulated that, because of the low voltage levels, the
combination would not produce corona or other effects detrimental to the
reliability of the alternator. These conclusions were confirmed by insulation
tests conducted at the Georgia Nuclear Laboratories.
Requirements considered of primary importance and the material
selected to satisfy these requirements are described below. Twenty-six
insulated conductors and insulating materials in simple combination specified
for use in the alternator were studied in hot fluid and vapor at temperatures
of 392 and 572 F for periods up to ^ 000 hours. These tests demonstrated that
all materials specified for use in the alternator were compatible.with, hot
polyphenyl ether. . -
A- thermal analysis of the alternator was performed during.the
design phase and the resulting major temperatures shown in Figure 5~10.
The windings are cooled by introducing the coolant into the frame and passing
it through axial slots in the outer edge of the frame. Preliminary investiga-
tions revealed that a laminar flow regime was required to limit the thermal
resistance of the coolant and to keep the pressure drop low.
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Heat flows from the field coil to the copper enclosure of the coil,
and then to the frame and coolant. The field coil within the frame was de-
signed to ensure low thermal resistance contact under operating conditions
with a vacuum in the generator cavity.
Stator core and armature copper heat losses flow through the stator
cores to the frame and coolant. The stator .core is assembled with an inter-
ference fit to minimize contact resistance. Some rotor pole face heat losses
are radiated to the statory then pass through the stator core and frame to
the coolant. The remaining rotor heat losses and some radiation losses from
the end turns to the end shields are removed by the bearing lubricant. The
bearing and lubrication system is designed to remove heat from the shaft ends
and heat generated by the seals and bearings.
The angular-contact ball bearing was selected as the best type for
high-speed operation, long life, and high reliability. The design and develop-
ment of the ball bearings for the SNAP-8 alternator is described in Reference
30. This type provides a maximum ball complement for increased bearing load
capacity and high
 ;radial stiffness, and permits the use of a one-piece, light-
weight ball separator. The low, nonthrust shoulder is on the inner ring, and
the separator is piloted on both lands of the outer ring. This configuration
provides full-width radial interface at the outer ring for the lubricant sling-
ers, and keeps the balls away from the low shoulder at high speeds. With axial
preloading, the bearing operates without internal looseness; this aids rotor
dynamic balance and provides close running clearances for the dynamic slingers.
The 208 size (lj-0-mm bore) light series, angular-contact ball bearing
provides adequate load capacity.
The alternator rotor is straddle mounted between the two double-
spring-loaded bearings in a back-to-back arrangement (i.e., with contact
angles diverging toward shaft axis). The dual spring loading arrangement ~
permits equal thrust capability in either direction.
The bearings are lubricated and cooled by four lubricant jets spray-
ing on the inner ring. The bearing cavity is scavenged to prevent the bearings
from running flooded.
The dynamic seal system used in the alternator to provide lubricant-
coolant fluid containment is a plain slinger coupled to a screw seal. The
slinger seal acts as a centrifugal separator. Since the pressure on both sides
of the slinger is the vapor pressure of the 'saturated'liquid, the slinger seals
against a low pressure differential. Its main function is to form a stable
interface between the vapor and the liquid, and to pump the liquid up to the
return-line pressure. The function of the screw seal is to return drops of
fluid escaping from the slinger liquid interface, back to the interface.
The frame was designed as a straight one-piece cylinder which per-
mitted straightforward machining for the cooling passages, and also achieved
the reliability and simplicity associated with one-piece construction. The
frame is composed of a HY-80 alloy steel forged flange welded to a low-carbon,
5-23
seamless steel pipe frame shield. This provides the necessary strength in the
trunnion support area and suitable magnetic properties in the frame.
The end shields are composites of Inconel X forged hubs welded to
Type 30U stainless steel flanges.
5.1.3-2 Demonstrated Performance
a. Acceptance Tests.- The performance of a typical prototype
alternator during acceptance testing is summarized in Table 5-H5 5-III, and
5-IV and Figure 5-H- The acceptance tests verify that the alternator
meets the SNAP-8 requirements.
b. Turbine-Alternator Tests.- Since the alternator is part of a
power conversion system which uses mercury vapor as the working fluid, the
primary objective of the turbine-alternator tests was to evaluate all static
and rotating components of the power conversion system as a unit rather than
to specifically evaluate any one component. Electrical tests were made to
determine speed control and voltage regulation characteristics under varying
load conditions. Alternator electrical parameters were monitored along with
winding and bearing temperatures, and lubricant flow, temperatures, and
pressures. All operating parameters defined as SNAP-8 requirements were met.
The outboard screw seal seized during testing as a result of
turbine over-speeds to approximately 19,000 rpm and 17,000 rpm on two
alternators. The normal first critical speed with the bearings under the
designed preload of 60 Ib was 22,000 rpm. Examination of the bearings from
the unit indicated that the bearings had operated without preload. Without
the preload, the effective bearing stiffness is reduced and the rotor be-
comes unstable. Under these circumstances, the angular-contact bearings
operate at virtually zero contact angle. The effective.radial clearance was
increased allowing the rotor to orbit and rub the stationary screw seals.
It was concluded that the malfunctions were caused by rotor instabil-
ities due to loss of bearing preload, and operation at or near the first
critical speed. The critical speed was lower than normal because the bearing
stiffness had been reduced by loss of preload. The high amplitude expected
under these conditions would cause rubbing and produce a wear pattern similar
to the pattern actually observed.
Design modifications were made to reduce the tendency for the bear-
ings to unload at speeds above design. The design modifications are discussed
in Reference 30. Major features of the redesign were the replacement of the
wavy springs with belleville spring washers, and the increase in length-to-
diameter ratio for the sliding parts to reduce the possibility of the parts
cocking. Redesigned parts were never procured or tested.
Four alternators were tested as part of complete turbine-alternator
units in a power conversion system. Apart from the previously mentioned mal-
functions, the performance was satisfactory and fulfilled the design requirements.
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TABLE 5-III COMPARISON OF SPECIFIED THERMAL REQUIREMENTS
WITH TEST RESULTS
Item
Cooling Oil
Flow (gpm)
Inlet pressure (psia)
temperature ( F)
Outlet pressure (psia)
temperature ( F)
Specification
Polyphenyl ether
2.8k
205
max.
Test
Polyphenyl ether
2.8U
21.9
205
8.3
230
13-6
Bearing
Inlet flow (gpm) 0.35
pressure (psia) 20 +_
temperature ( F)
Outlet flow - inborad (gpm)
flow - outboard (gpm)
pressure - inboard (psia)
pressure - outboard (psia)
temperature - inboard ( £")
temperature - outboard ( F)
Bearing cavity pressure (psia)
Winding Temperatures ( F)
Field coil average
Field coil hot spot 392
Stator winding end turn 392
Stator winding 180° bus bar UlO
Bearing temperature DE 300
- ADE 300
DE*
0.338
20.2
196.0
0.155
0.175
6.7
6.7
225.0
259.0
0.8
307
32^
367
APE**
0.320
20.2
198
0.138
0.176
. 6.5
6.7
258
-•• 0.8
* DE = Drive End
** ADE = Antidrive End
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TABLE 5-IV ALTERNATOR PERFORMANCE SUMMARY
Parameter Specification Test
Cooling Oil Flow (gpm)
Cooling Oil Inlet Pressure (psia)
Cooling Oil Pressure Drop (psi)
Cooling Oil Inlet Temperature (°F)
Speed (rpra)
Output (kVa)
Power Factor
Voltage
Frequency (Hz)
Excitation Current (amps)
Excitation Voltage
Phase Unbalance
2.8U
33
13 max.
200 - 210
12,000
80
0.75 lagging
120
too
22 max.
52 max.
1 max.
21.9
13.6
205
12,000
80
0.75 lagging
120 - 120.1
19-1
lH. 9
1
5-2?
CQO
•H-PCQ
•HfH(D4JOCDO0}•HO•Htn-PCDaM<D-PLTN0)
g
(%)
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The longest accumulated time on a single unit in the 35~kVe system test was
in excess of 12,000 hours. The maximum number of startup and shutdown cycles
on a single unit was 135«
Testing of a complete turbine-alternator in a mercury system was
also conducted at NASA-LeRC in which a unit satisfactorily completed more
than lUOO hours of continuous operation.
c. Endurance Tests.- An electrical component test facility was
used for long-term testing to obtain endurance data for electrical components
without the operational problems of a hot-mercury.facility. The components
tested include the alternator, the voltage regulator and static exciter, the
speed control, and the saturable reactor. Operation was at rated load condi-
tions.
The alternator performed satisfactorily during the initial 2500-hour
endurance test. Inspection following disassembly revealed the alternator to
be in good condition. The insulation had darkened and a few cracks were
observed in the end-turn impregnating varnish. The insulation resistance of
the stator winding-to-frame decreased from 9 x KK ohms at the start of the
test to ^ .9 x 10^ ohms at 2500 hours. The field-to-frame resistance decreased
from 2 x 1011 ohms to k.5 x 109 ohms over the same period. These lower values
of insulation resistance indicated only minor electrical degradation
which is typical of used alternators.
The alternator was reassembled, returned to the facility, and test-
ing continued. A further 20,630 hours of satisfactory operation was achieved
bringing the total accumulated time on one unit to more than 23,130 hours.
A detailed inspection of this alternator was made to determine
whether or not life-limiting operating modes existed. It was ascertained that
a loss of bearing preload had occurred in a similar manner to that experienced
previously during turbine runaway operation in the 35-kWe system tests. How-
ever, all parts of the alternator were in excellent condition and a consider-
ably extended life projection to at least five years was estimated. A detailed
report of the condition of this alternator is contained in Reference 39-
d. Vibration and Shock Testing.- An alternator assembled to a
turbine was tested to NASA specification kiJ-2, Rev. C. This is described
in Reference 37. A detailed inspection of the alternator revealed some galling
of the bearing outer rings in the housing bores, and a small leak in the alter-
nator terminal ceramic-to-metal seal. The bearings showed almost imperceptible
brinelling evidence and the alternator was judged to be able to pass the shock
and vibration tests with only minor improvements.
5.1.3-3 Conclusions
The extensive testing of the alternator has confirmed its capability
of exceeding the life objectives. Some minor modifications to improve the over-
all reliability are primarily concerned with the inherent weaknesses in the
sliding elements of the bearing spring preload system.
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A detailed description of a proposed design change is contained
in- Reference 30.
Also, in Reference 37, recommendations are made for eliminating
the galling of the bearings and housings following vibration tests. This
consists of providing a hardened housing surface for improved sliding
compatibility with the bearing outer ring.
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5.2 NaK PUMP
5.2.1 Development Background
The NaK pump was designed and developed to pump sodium-potassium
liquid metal (eutectic NaK-78) in the heat transfer loops of the SNAP-8 nuclear
space power system. For the 90-kWe system, NaK pumps are required in the inter-
mediate loop and heat rejection loop as shown in Figure 5-12. For the 35-kWe
system, NaK pump-motor assemblies are required in the primary loop and the heat
rejection loop, as shown in Figure 5-13'
The NaK pump is shown in cross section in Figure 5-1**. The design
and development of the SNAP-8 NaK pump is described in detail in Reference ^ 0.
5.2.1.1 Overall Design Philosophy
The NaK pump design was based primarily on the SWAP-8 system mini-
mum life goal of 10,000 hours of unattended operation (with no maintenance) in
space environment. This meant that the NaK pump had to be designed primarily
for endurance.
The design requirements stressed that no NaK leakage could be toler-
ated. Canned motor construction and use of NaK-lubricated bearings in a hermeti-
cally sealed housing were, therefore, necessary.
Fluid in the primary loop of the 35~kWe system becomes radioactive
as it passes through the reactor, and it is undesirable to introduce the radio-
active fluid into the heat rejection loop. This eliminated the possibility 'of
using a single pump to circulate NaK in the two loops or to use a single motor
to drive two separate pumps.
Since the pump must supply its own cooling and lubrication, a cool-
ing and purification system was included as part of the design. The optimum
design is one which has the recirculation pump as part of the unit and a cooling
and purification system external to the pump.
To facilitate'pump development, some limited separate testing of
subcomponents was done. Bearings were tested separately in oil, and an assembled
pump was tested using water (which has hydraulic characteristics similar to NaK)
as the working fluid.
5.2.1.2 Conceptual Design and Performance Requirements
A speed of 6000 rpm was selected based on the optimization of the
pump and motor elements with electrical input power. The main pump is a single-
stage, end-suction, double-volute, mixed-flow design with a semi-open impeller
thrust-balanced axially with back vanes. Isolation of the 1100 F pump fluid
from the 300 F motor fluid is achieved by a close-clearance annulus around the
shaft between the pump and motor. The pump housing is supported mechanically
by three pins mounted in support arms which extend from the motor housing.
This feature isolates the hot pump housing from the relatively cool motor.
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TURBINE-ALTERNATOR
HEAT REJECTION
LOOP
CONDENSERS RADIATOR
Figure 5-12 90-kWe System Diagram Showing Location of NaK Pumps
NoK DIVERTER VALVE
TURBINE-ALTERNATOR
CONDENSER RADIATOR
I I HEAT REJECTION | |
TT LOOP
MERCURY PUMP NaK PUMP
Figure 5-13 35-kWe System Diagram Showing Location of NaK Pumps
5-32
fc•H13oILPvbo•H
5-33
The NaK in the motor cavity is cleaned, filtered, and cooled by a recirculation
system driven by an open impeller, single stage, low speed recirculation pump
located near the opposite end of the shaft from the main pump. Both impellers
are keyed and bolted to the shaft. The main impeller bolt is designed to stretch
under the torque load applied during assembly to maintain a preload under all
differential thermal conditions.
The axial thrust bearing is located on the main pump side to control
pump, axial clearances due to shaft expansions. The thrust bearing is a tilting-
pad hydrodynamic type.
The shaft is supported'by two radial tilting-pad journal bearings,
one on .each side of the motor rotor. The design and development of the bearing
system shaft' used in the SNAP-8 NaK pump is described in more detail in Refer-
ence lf-1. ....
' •" The motor is an 8-pole, squirrel cage, 3-phase, 208-V (L-L), 400-Hz,
series-wound induction type hermetically sealed from the NaK. The stator incor-
porates a ceramic-fill insulation system. The three phases plus the neutral of
the Y-connected stator are connected to individual ceramic hermetically sealed
terminals. • •• - •,
5.2.2.1 Main Pump
The function of the main pump is to circulate NaK in the NaK loops
of the SNAP-8 system. Hydraulic .performance requirements for pumps in both loops
is shown in Table 5-V, where the design values and test results are compared.
The pump design was based on standard pump; criteria.
a. Impeller.- The impeller is a semi-open,,mixed-flow, five-vaned
centrifugal impeller with twenty-four 0.13-inch high, 90-degree radial back
vanes for axial thrust balancing. Standard water-pump design practice was
applicable since NaK and water are almost identical hydraulically. The semi-
open design feature-was chosen for the following reasons:
-• Radial clearance was more critical than axial clearance.
• At the high temperature of 1300 F, no completely nongalling
material of compatible coefficients of thermal expansion with
the ORES 30^ housing was available in NaK for wearing rings or
other close-running parts.
• At the radial clearance required to avoid any possibility of
rubbing, the amount of wearing-ring leakage would lower pump
efficiency.
• In general, the semi-open impeller provides better clearances
with less efficiency loss when handling thermal distoration
associated with bimetal joints and .axial and radial warpage.
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Since lew axial thrust on the thrust bearings was required to pro-
vide a design margin for the 10,000-hour life, an adjustable method of axial
thrust balancing was desirable. Radial back vanes were used to provide load
adjustments through vane trimming.
The impeller suction inlet is a free vortex incorporating an allow-
ance for prerotation of 115$ for improved efficiency. The impeller is keyed
to the shaft and retained by a Hastelloy B bolt. The impeller back-vane clear-
ance is adjusted by a parallel ground shaft end spacer.
b. Pump Housing.- The pump suction housing is & single-end suction
housing without antirotation vanes. Shims are used to adjust the impeller front-
vane clearance.
The pump discharge housing is a radial-flow double volute with an
equal-side trapezoid impeller diffusion section flaring into a rectangular
collector. The double volute reduces the radial shaft load from the impeller
for off-design-capacity operation. To produce the hydraulic section of the
discharge housing, two halves were machined and then welded. The discharge
pump housing is made of 30^ ORES forging stock.
The O.OUO-inch radial shaft clearance annulus between the motor
and main pump minimizes the NaK fluid interchange between the main loop and the
NaK motor cavity which requires clean NaK for the bearings. Three load-support
arms with slip-fit pins allow for the differential thermal growth between the
1300°F 30U CRES pump housing and a 300°F 9M* motor housing. These arms must
carry the piping loads of 100-lb force and 600 pound-inches moment both in any
direction simultaneously on the suction and discharge pipe pump interfaces.
This feature also provides thermal isolation between the pump and motor.
5.2.2.2 Motor ' .
The motor input power is furnished by the alternator. During
reactor startup, with power supplied by a battery-powered inverter, the pump
operates on 95-Hz, 19-V power, then switches to 220-Hz, 88-V power. The motor
cavity is flooded with NaK necessitating a canned rotor and stator; the cans
are 0.010-inch thick Inconel. More than half of the motor losses are associated
with the "air gap," or magnetic gap area, so the recirculation system fluid was
passed through the gap to remove this heat.
The motor design emphasized small operating torque margin to main-
tain a small motor diameter which minimizes hydraulic losses. The power required
from the motor is shown in Table 5-V.
a. Stator.- The motor stator has 36 slots in a laminated 8-pole
steel core, hand-wound with nickel-plated copper-wire. The stator is completely
sealed from the internal NaK and external pump atmosphere by a welded can. The
stator cavity is back filled with dry nitrogen at 70^ and ik.Q psia. Figure 5-15
* 9Cr-2Mo
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MINIMUM 0.004 IN.
CAN DEPRESSION
SLOT LINERS
STATOR WINDINGS
STATOR TOOTH
PHASE SEPARATORS
0.010 IN.THICK INCONEL CAN
END VIEW
0.013
0.018
END
WINDINGS
ENCAPSULANT
I- 0.005
I 0.010
0.010 MIN. ^ STATOR CAN
SECTION VIEW
Figure 5-15 Stator Construction - NaK Pump
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shows a cross section of the stator. The internal-to-external electrical leads,
internally wye connected, penetrate the housing through sealed ceramic terminals.
Eight sets of internal Chromel-Alumel thermocouples measuring the end turn, slot,
and inside and outside core temperatures are brought out through two 8-pin ceram-
ic connectors. :.
b. Insulation.- The stator construction employs an inorganic ce-
ramic insulation system. Ceramic insulation provides superior resistance to
the nuclear radiation present in the primary loop and the capability to operate
indefinitely above 600^  (hot-spot temperature). The 600°F operating tempera-
ture allows the direct use of heat rejection loop NaK at 500°F for cooling. Aero-
jet had proven the insulation system prior to incorporation in the pump motor in
a series of statorette tests. These conducted at 1000 F for 3200 hours produced
no degradation of the insulation. The development of this insulation system is
described in Reference 42. The design included slots liners and phase separators
of glass-backed mica flakes, with the organic binders baked out prior to ceramic
impregnation. Then the ceramic material, calcium aluminate, was vibrated into
place and baked. The ceramic and glass cloth formed an insulation air gap to
mechanically retain the wire in place. The inorganic ceramic does not deterio-
rate with temperature, but the thermal cycle expansion and contraction of the
electrical wire on the ceramic presents the most likely mode of failure.
c. Stator Can.- The Inconel inside diameter cylinder (can) was
hydraulically formed into the stator core and slots. Standard construction
normally uses light shrink fits. Forming provided intimate surface-to-surface
contact between the can and core teeth to provide support for the can. The dry
nitrogen back fill in the stator provided the major heat path from the electrical
winding to the motor-cavity NaK.
d. Rotor.- The rotor is a squirrel-cage design consisting of 46
semideep slotted laminations which are made of AISI M-22. Rotor conductor bars
and end rings were made of oxygen-free electrical grade copper. The rotor was
completely sealed by an Inconel can. The canning process consisted of a shrink
fit 0.010-inch sleeve as the outside diameter and a much thicker sleeve on the
inside diameter to end plates. The rotor assembly is shrunk onto the shaft.
5.2.2.3 Bearings
The axial and radial bearings support the loads applied to the NaK
pump shaft. The bearing lubricant chosen was WaK in order to simplify the
design. The most adverse fluid properties are at the highest expected operating
temperature of 600°F. For reasonable pump critical speed, the radial bearing
stiffness should be more than 18,000 Ib/inch at operating speed (59^ 0 rpm).
Because of the thin NaK film and high operating temperatures, the bearing must
be self-aligning. The starting problem and the low lubricant feed pressure
available made the hydrodynamic type of bearing more desirable than the hydro-
static type. Because of its low viscosity, NaK as a lubricant presents two
basic problems: load capacity, and stiffness. This is a result of the shaft
mass which is to be subjected to acceleration forces. Fortunately, the low
viscosity of NaK also leads to extremely low bearing power consumption and
temperature rise which permits the use of relatively large bearing sizes. For
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these reasons, preliminary design emphasis was placed upon load capacity and
stiffness.
a. Thrust Bearings.- The thrust bearings have six self-aligning
tilting-pads and are designed to operate with a 0 to 80-lb rated load. Each
bearing pad is an individual plate which is free to pivot in a circumferential
direction to provide a tapered lubricant film. The pad and thrust runner are
made from Carboloy hk alloy. Lubricant is normally fed to the center of the
housing near the shaft and pumped through the bearings by centrifugal action.
A small portion of the lubricant flows over the working bearing surfaces while
the remainder passes through the spaces around the pads. The cone-shaped tung-
sten carbide rotating running plate provides a line contact surface for minimiz-
ing starting torque. The gimballed plate arrangement provides the required self-
aligning feature.
For equally loaded-pads, the minimum film thickness was calculated
to be O.OOOl* inch with a mean temperature rise in the film of 6.U°F. With
maximum tolerances and deflections causing maximum load differences between
the pads, the most heavily loaded pair of pads would have a calculated minimum
film thickness of 0.00031 inch and a mean temperature rise in the fluid film
of 10.7°F which is adequate for this application.
Two identical bearings are placed face-to-face operating on opposite
sides of the same thrust plate to carry axial loads in either direction. By
limiting the axial clearances, the shaft end play is controlled; the bearings
are also preloaded and stabilized allowing for ground test operation or zero-g
space conditions.
b. Radial Journal Bearings.- The journal bearings are hydrodynamic
self-aligning tilting-pad bearings with four pads and designed to carry loads
ranging from 0 to 50 lb. The specified minimum allowable film thickness was
0.0002 inch. The four pads are made of M-2 tool steel. The designed bearing
radial clearance was 0.0008 to 0.0013 inch. By control of the running clearance,
a slight bearing preload was established to assure a stable bearing in a zero-g
environment.
The ball pivots are made from T-l tool steel and are accurately
centered and retained in a housing bolted to the motor housing. The journal
sleeves are also T-l steel and are shrunk on the shaft and ground in place.
The mounting feature of the journal to the shaft dictated the choice
of materials. 'The shaft material must be magnetic since it is part of the
motor flux parts and the coefficient of expansion should be similar to the
sleeve. The shaft material was 9M steel with a coefficient of expansion five
times more than the most desirable bearing material, tungsten carbide. There-
fore T-l tool steel with a similar coefficient of expansion was chosen. The
four-pad tilting-pad journal bearing was selected as a reasonable compromise
between high load capacity and minimum shaft-pad motion with rotating unbalance.
A length-to-diameter ratio -of one was chosen to obtain high load capacities
without unduly complicating the fabrication and assembly.
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A conventional sleeve journal bearing was considered to be unsuitable
because of half -frequency whirl problems associated with this design. Tilting
pad bearings are not prone to this problem even in zero-g operation.
5. 2. 2. If Re circulation System
The function of the NaK pump recirculation system is to cool the
motor and bearings and to provide clean NaK for the hydrodynamic bearings as
shown in Figure 5-lU. The system shown was designed for ground testing only
and employs an oil-to-NaK heat exchanger to cold trap oxide particles, and a
5-micron filter. An economizer is also provided in this circuit to reheat the
NaK and assure that the return flow NaK is in the liquid state.
•For manned system use, a simpler recirculation system was evaluated.
This used a NaK-to-NaK heat exchanger with no filtration or cold trapping.
Some preliminary analysis resulted in a compact heat exchanger which was
intended to be close -coupled to the pump. Temperatures in the pump are simi-
lar for both the NaK-to-NaK and the oil-to-WaK heat exchangers. No hardware
was built, however, for the NaK-to-NaK system.
The recirculation pump circulates 1.6 gpm of NaK producing a head
rise of hO ft with a pump speed of 5800 rpm. A radial flow, full-open-vane
impeller was selected. Suction pressure is controlled by the main loop pressure.
Under the normal operating conditions, the pump will have more suction pressure
than the minimum required for a pump of this type. The full-open impeller, by
equalizing impeller radial pressure gradients , assures that no impeller axial
thrust is present.
The impeller is of conventional design. A large allowance for suction
prerotation was made because of the proportionally large suction eye diameter
dictated by the diameter of the shaft on which the impeller is mounted. The
impeller is keyed to the -shaft and located axially with shims.
The pump housing is a close -clearance annular volute with a flow
limiting exit diffuser 0.11-inch in diameter. Because of the small flow, only
a limited arc near the cutwater of the volute is exposed to high pressures.
Consequently, the impeller radial load will be negligible. The annulus is
0.10 inch wide by 0.06 inch deep on a 2.U-inch diameter.
The economizer is used to heat the NaK from the heat exchanger cold
trap to prevent possible oxide precipitation at the filter. The simple tube-
in-tube counter flow heat exchanger has an effective heat exchange area of
10 square inches. In operation, hot liquid is directed into the shell at 350 F
for both fluids.
The cold trap heat exchanger rejects the heat gathered by the NaK as
it flows through the pump. The heat transferred is estimated to be 2100 watts.
The heat exchanger, being the coldest point in the recirculation system, is
also used as a cold trap to remove excess oxide particles which can harm the
bearings. The selected design is a counter-flow heat exchanger. In operation,
the polyphenyl ether is directed into the outer shell at the top and leaves at
the bottom. The fluid side film coefficient though low is sufficient, since
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the exposed area is large and the temperature change allowance was 85 to 135°F
(a low effectiveness heat exchanger). The NaK is first directed from the bottom
upward between an annulus formed by the NaK container and a wire-mesh filled
inner can. When the flow reaches the top of the annulus, it.is reversed and
flows through the inner can and then out of the heat exchanger. The wire mesh
inside the inner can presents a large area in which oxides can be collected.
5.2.2.5 Rotor Dynamics
Using the conventional Dunkerly approach, the analysis of the rotor
critical speed based on the stiffness of the rotor alone indicated that it was
approximately 25,000 rpm.
The minimum calculated bearing stiffness was 19,000 Ib/inch based on
running the bearings unloaded and with maximum clearance at 6000 rpm. A bear-
ing stiffness of 19,000 Ib/inch yields a critical speed of 9000 rpm, thus pro-
viding ample margin.
5.2.2.6 Material Selection
The following materials are used in the major parts of the pump:
Part . Material
Motor housing 9Cr-lMo
Pump housing ' 30h SB
Journal bearings
Sleeves and ball Tungsten T-l
Pads Moly-Tung M-2
Thrust bearing . Carboloy hh-A
Impeller UlO SS
Impeller bolt Hastelloy B
Shaft 9Cr-lMo •' . -
Rotor and stator cans Inconel 600
5.2.2.7 Thermal Analysis
The thermal expansion of the NaK pump established the allowable axial
clearances used on the main and recirculation pump impellers. Later in develop--
ment, back vane clearance was increased to a nominal O.Olj-0 inch leaving the
front vane clearance as designed to retain good efficiency. This was required
due to an unforeseen ll60-to-350°F thermal gradient alternating on the impeller
back shroud which causes the impeller to bow. This is discussed in the section
on gas in motor cavity and/or recirculation loop. The method of mounting the
pump housing to the motor housing and the swirl clearance, annulus around the
shaft between the motor and main pump minimizes primary loop heat leakage into
the motor cavity to a calculated 270 watts.
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5.2.3 Demonstrated Performance
The NaK pump has been progressively tested first as separate sub-
components and then as a complete unit which was endurance tested in a NaK
component test facility and in the SNAP-8 35-kWe ground test system. A total
of 56,^ 93 operating hours have been accumulated on eleven (ll) NaK pumps with
3362 start cycles in five separate test loop locations. One unit successfully
ran for 10,362 hours with J86 start cycles.
5.2.3.1 Overall Test Program '• -
The NaK pump test program followed a line of tests to determine the
subcomponent and overall performance of the unit, as described in the follow-
ing paragraphs.
5.2.3.2 Subcomponent Testing •
a. Bearing Hydrodynamic Design.- The journal and thrust bearing
tests (Keference hi} were conducted in individual test rigs using silicone oil
to verify the load-carrying capacities and stability of the bearings.
b. Bearing Pivot Fretting Tests.- The bearing pivot-point tests
(Reference it-l) concerned with c .itact point fatigue and Hertz stresses were
conducted separately from the bearing hydrodynamic tests.
c. Motor Tests.- The motor in-air testing using a dynamometer
established the torque capabilities, s tat or and rotor losses, and core and
stray losses.
5.2.3.3 Testing of Pump Components
a. Motor Test with Water.- The NaK pump motor .(the unit less the main
pump) was tested in water which is hydraulically similar to NaK, to determine
further motor data such as can loss, total motor, bearing, and recirculation
pump power requirements, preliminary starting voltage requirements, recircula-
tion pump performance, motor gap and filter differential pressure characteristics,
and the motor NPSH values.
b. Starting Torque Tests with Water.- Using the in-air rotor test data
with a canned stator, the locked rotor (or starting torque), input power, and
current were established at variable frequencies and input voltages. Later,
canned rotor tests during acceptance and inverter tests confirmed the negligible
effect of the.rotor can on these locked-rotor test values.
c. Starting .Torque using SNAP-8 Static Inverter.- The use
of the SNAP-8 inverter for NaK pump startup resulted in a different performance
than when using a sinusoidal alternator power source. The inverter output was
a quasi-square wave form. Test results showed from 15 to QQffo higher voltage
and 5 to 50% greater power for locked-rotor when a static inverter was used
as the pump startup power source.
5.2.3.U Full Assembly Tests
a. Development Tests.- By using the motor as a calibrated device,
the segregation of losses in the unit was continued by establishing overall
hydraulic performance and speed versus torque and load performance. The
axial thrust due to the main pump and motor rotor, and the impeller radial
load on the shaft were estimated by making a pressure survey of the pump volute.
Since most losses were established separately and related to theory, the per-
formance of the pump in NaK could be accurately projected.
b. Component Facility Tests.- The projected performance curves
from the water tests were confirmed by later tests of the NaK pump in liquid
NaK. The NaK eddy current and motor hydraulic loss changes were established,
and the reliability of the unit was demonstrated in a 10,000-hour endurance
test at the primary conditions of 1170°F.
c. SMAP-8 System Tests.- In parallel with the Ka,K pump loop tests,
NaK pumps were operated in the SNAP-8 35~kWe system ground test systems at
Aerojet and NASA-LeRC. The 35-kWe test loops at Aerojet and NASA-LeRC are
facilities where operational tests were conducted primarily on the boiler and
turbine-alternator while test endurance life data and experience were gathered
on the pumps and other SNAP-8 components. The NaK pumps were installed in both
the primary and heat rejection loops of these facilities.
d. Acceptance Tests.- Each NaK pump was acceptance tested in water
to determine its starting torque, UOO-Hz pullout torque, recirculation, hydrau-
lic, and overall pump performance.
5.2.3.5 Overall NaK Pump Performance
The NaK pump overall test results in water were later confirmed by
the actual NaK testing. By using water initially as the pump fluid, a more
convenient test program could be accomplished than when using NaK. These test
results established the motor, pump, and recirculation system component charac-
teristics and hydraulic performance. The NaK eddy currents in the motor and
the effect on the motor cylinder hydraulic losses could not, of course, be
determined in water, but were deduced from later.tests in NaK.
a. Loss Breakdown and Performance Data - kOO Hz.- The NaK pump
loss breakdown and performance data for the heat rejection and primary loop
conditions are shown in Table 5~V. The pump met performance requirements
throughout its development history with only slight deviations.
The 35-kWe system flow rate was increased to ^ 9,000 Ib/hr from the
original design of U0,200 Ib/hr which necessitates using the full head avail-
able from the NaK pump. Allowing however for line losses due to ground test
piping and a standby electromagnetic pump in series, the pump still has head
margin for the 35-kWe and 90-kWe systems.
b. Performance Curves.- Using the performance data from water tests
and motor tests, the performance in U95°F NaK was calculated for the heat rejection
loop condition. The value of 0.009 to 0.011-inch front-vane axial clearance
was used in the calculation. The pump in the heat rejection loop is expected
to attain 37-5$ efficiency using h.^ 6 kWe, and produce .112-ft head at 98.7 gpm
(1*0,200 Ib/hr at i*95°F).
The NaK pump performance (Figure 5~l6) was substantiated by tests in
NaK at 1}95°F, and by tests at 1170 F (Figure 5-17). A slight increase of impel-
ler front vane clearance due to the additional thermal expansion explains the
tendency for lower head and power values at the higher temperature. Signifi-
cantly, the data did not change before and at the end of the 10,000-hour NaK
pump endurance test at over 1100 F. As seen from Figures 5-16 and 5-17, the
NaK pump shows a performance margin above the requirements for the 90-kWe
system.
c. Low Head Performance.- The head-capacity performance of the
pump has, at times, been lower than that presented in Figures -^16 and 5-17,
particularly for pumps operating in the primary loop. The data for these
figures obtained from pump loop tests were generally confirmed in 35~kWe
system tests. Later tests indicated low head values fairly consistently in
the primary loop and occasionally in the heat rejection loop. None of the
disassembled NaK pump hardware has shown any wear or head-producing fault.
No testing abnormalities existed to justify this. The head variations (by as
much as 30 feet) as a function of time minimizes the likelihood of misassembly.
Consequently, the low head is believed to be a pump-system problem due to either
gas in the system, a leaky bypass valve, flow-meter .inaccuracy, or a combination
of these. . .
5.2.3.6 Pump NFSH
The net positive suction head (NFSH) required to avoid cavitation
damage or low performance is established by considerations of the main pump
impeller and the elements in the flooded motor cavity. Both have different
WPSH values. .
a. Main'pump.- The main pump NFSH is determined by a cavitation
test in which the suction pressure is reduced while all other parameters are
held constant. When the pump head decreases, the impeller performance is being
affected by the vapor bubbles formed at its eye.
The conventional 2% head decay was used as the definition of the
start of cavitation since ho significant damage or loss of performance should
occur at this level. At the design capacity of 98.7 gpm, the 2% head decay
occurred at 16.6 ft NFSH, well within the SNAP-8 system requirements.
^
b. - 'Motor Cavity.- In the present configuration, the motor cavity
pressure requirements more significantly define the net positive suction pres-
sure required for the NaK pump. The low pressure point of the NaK pump is at
the moter rotor retaining nut, next to the recirculation pump end radial bear-
ing or at the recirculation pump eye. Figure 5-18 presents the net positive
suction pressure requirements versus capacity for the temperatures that were
used in the 35-kWe system tests.
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5.2.3.7 Performance at 95 and 220 Hz
The performance of the unit at 95 and 220 Hz was established in the
water test loop and from the motor "in air" test data. NaK pump testing con-
firmed the data. The performance is shown in Figure 5-19 aj^  5-20.
5.2.3.8 Motor Performance
a. Motor-Pump Speed Torque Curves.- The motor speed-torque charac-
teristics shown in Figure 5-21 at hOO Hz established during the "in air" motor
test provides an operating torque margin of at least 15$ using the "minimum
input voltage (i.e., at the low end of the tolerance band.) By correcting
this tested pullout torque value of 72.5 pound-inches for the effects of the
rotor and stator cans, and with NaK in the motor air gap, the anticipated maxi-
mum torque point in NaK became 78.6 pound-inches providing slightly more margin.
This calculated torque value has not been confirmed by test.
In the 35-kWe system startup- sequence, the NaK pump starts with 95 Hz
and 38 V, or more, with a switchover to 19 V for a h to 6-hour run for reactor
conditioning. Then the NaK pump is switched to 220 Hz at 88 V for h to 6 min-
utes before ramping up to full speed directly connected to the accelerating
SNAP-8 alternator from 220 to hOO Hz. In this way a large continuous excessive
motor torque is available for acceleration throughout the NaK pump startup
cycle.
b. Motor Starting Torque.- The delivered starting torque (or locked-
rotor torque) characteristics of the motor were extensively tested at 60 Hz.
These data established the torque supplied to the rotor for a given input volt-
age at the motor terminals. In this way, the starting torque values for the
WaK pump were determined. At some voltage over 50 V (L-L), the motor iron will
reach its maximum magnetic-flux carrying capacity or saturation point at which
no additional torque is produced with increasing voltage. Unfortunately, this
value has not been found by test; however, from nonstart to start experiences
with NaK pumps, the torque still increases up to 55 or 60 V. The 60-Hz start-
ing frequency is being considered for the 90-kWe system.
c. NaK Pump Motor 95 and 220 Hz Operation.- During the startup
cycle, the NaK pump operates for h to 5 hours at 95 Hz and h to 6 minutes at
220 Hz. Since, in this space application, the pump power will be supplied by
a battery-powered inverter, the energy and current expenditures are very impor-
tant. To establish the most economical voltage at these frequencies, these
operating points were simulated in the water test loop, producing Figure 5-22
for 95 Hz and Figure 5-23 for 220 Hz operation. At 95 Hz the system 19 V (L-L)
(11 V, L-N) proved to be virtually at the lowest power and current values, how-
ever seemingly close to the knee of the speed-torque curve. However, the WaK
pump will operate safely to as low as 12 V (L-L) or 7 V (L-N) since the slip
reduces the load.
At 220 Hz, Figure 5-23 shows that the system established 99 V (L-L)
(50.8 V, L-N) is at the lowest current and near the lowest power and still
provides a suitable margin to the motor torque pullout voltage.
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d. Motor Summary.- In general, the motor development met design
goals. However, the hydraulic losses were higher than expected. Therefore,
in order to keep the other motor losses down, only a small design speed
torque margin was selected.
5.2.3.9 NaK Pump 400-Hz Peripheral Performance
Confirmation of the design loads, temperatures, and accomplished
functions for the pump were made as follows:
a. Pump Axial Thrust.- To determine the axial thrust of the NaK
pump, pressure values obtained throughout the unit, such as shaft end pressure
across the motor rotor, and front and back impeller pressure profiles, were
plotted so as to derive a graphical resolution of the axial forces. The results
of this calculation, shown versus capacity (corrected for NaK at ^ 95°F) on
Figure 5-2U establishes the impeller axial thrust as 95 Ib acting toward the
pump at shutoff, passing through zero-pound thrust at 95 gpm; to 43 Ib acting
away from the pump at 150 gpm. Because of the necessity of subtracting large
numbers, the expected error is ± 20 Ib. The original design value of 0.011 to
0.013-inch back vane clearance was increased to 0.035 "to 0.0^ 0 inch to prevent
back vane rub caused by the thermal growth differential between the pump shaft
and housing. As shown in Figure 5-2k, this change caused only a small thrust
load change of less than 15 Ib at any capacity.
Trimming the impeller back vanes will increase the thrust toward the
main pump, thereby increasing the shutoff thrust load but decreasing the high-
capacity load. It is desirable to avoid operating at the zero-load point for
desired thrust bearing operation. The pump head is likely to shift 1.5 to 3 ft
in this area with the change of front vane clearance, but otherwise no ill
effect will occur.
b. Motor Rotor Axial Thrust.- The main rotor differential pressure
in the motor cavity NPSH section produces an axial thrust load on the NaK pump
shaft. With a piston area of 10.2 square inches, the 3-18 psi differential at
the rated recirculation flow of 1.6 gpm produces an axial thrust of 32.8 Ib
acting away from the main pump. This results in net thrust load in horizontal
ground testing as shown in Figure 5-2U. The motor thrust varies with recircula-
tion flow rate maximizing at ^ 1.2 Ib at 1.8 gpm maximum flow.
c. Net Shaft Axial Thrust.- The NaK pump may be used vertically
(either end up) in ground testing or be exposed to a 1-g load axially in space
since the bearings are adequate to support the rotor weight. The summary of
axial bearing loads is provided in Figure 5-25.
d. Shaft Radial Loads.- Through the use of four radial pressure
taps, located every 90 degrees in the volute just above the impeller tip diam-
eter, an approximation of the impeller radial load was made. This calculation
is based on test data and assumes that the velocities or dynamic forces around
the impeller periphery are equal. With this assumption, the derived values
represent only a good approximation.
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The radial loads on the NaK pump are summarized on Figure 5-26. The
normal motor magnetic load of 5 lb and the recirculation pump radial load of
2.5 lb are insignificant with the major bearing loads caused by the main pump
radial force and the rotating assembly weight. The rotor weight is 18.3 lb and,
being almost centered between the radial bearings, imposes significant bearing
loads only during the 10-minute 3«5~g acceleration period for space applications.
Otherwise, the main bearing loads are derived from the main pump radial forces.
In ground test systems, this results in maximum radial loads of U6.5 lb on the
pump-end bearing and 1§.5 lb on the motor-end bearing while operating from 0 to
150 gpm capacity. For space application (zero-g), these change to $+• 5 and
15.1 lb, respectively. The design and test bearing load of 50 lb is exceeded
only on the pump end bearing at 3«5-g conditions (81.7 lb) or with maximum
individual loads aligned for maximum effect (51-6 lb).
e. Thermal Map.- Composite thermal maps of multiple thermal data
runs are shown for a ll60°F pump housing in Figure 5-2? and for a 500°F pump
housing in Figure 5~28. The temperature differences from calculated values
are seen to be small.
5.2.3.10 Bearing Performance
As discussed in the previous sections, the axial and radial bearing
loads were semiqualitatively established. With these loads during the long
operating history of the unit, the thrust bearings have operated as designed.^
Some operational and starting difficulties with the radial bearings have been
encountered.
The bearings were tested separately to establish their dynamic capa-
bilities using a silicone oil for simplicity to approximate the NaK hydraulic
characteristics. However, the oil does not approximate NaK in lubricity nor
is there similarity in removing the metal oxide coating in service. Both of
these parameters affect startup operation.
a. Radial Bearing Hydrodynamic Tests.- In the silicone oil test,
the calculated film thickness for a given load for 0.65 centistoke silicone
test oil and the test results compare very closely. Correcting the experimen-
tal data for the viscosity of WaK at the highest operating temperature of 600°F
shows more than 0.0002-inch minimum clearance at 50 lb load. In the normal
pump operating configuration and operating range of 99 to 150 gpm, the loads
vary from zero to U6.5 lb (Figure 5-26). However, since the bearings are at
350^  with resulting higher NaK viscosity, the maximum normal operating bearing
load produces a film thickness of about O.OOOU inch.
b. Thrust Bearing Hydrodynamic Tests.- The thrust bearing hydrody-
namic characteristics were also confirmed using a silicone oil substituted for
the NaK. For equally loaded pads, the minimum film thickness was calculated
to be O.OOOU inch. With maximum tolerances and deflections causing maximum
loa'd differences between the pads, the most heavily loaded pair of pads would
have a calculated minimum film thickness of 0.00031 inch which is adequate for
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this application. The viscosity corrected test results established that the
rated load of 80 Ib at 6000 rpm results in a minimum film thickness close to
the calculated value within the resolution of the instrumentation.
The normal NaK pump operating range of 99 to 150 gpm produces thrust
loads of from 35.8 to 75.8 Ib.
c. Bearing Pivot Fretting Testing.- A short test program was conduc-
ted on a vibrating table using first oil, and then NaK at 600°F. The test
results showed that the ball pivots were not significantly damaged in 100 hours.
The bearing pivots in one NaK pump were run in NaK for 10,362 hours without sign
of wear or deterioration.
5.2.3.11 Recirculation System Performance
a. NaK Side.- Hydraulic performance data were obtained from the
water testing establishing the filter differential head requirement with flow
shown in Figure 5-29 and the recirculation pump performance as shown in
Figure 5~30. The recirculation pump performance, as seen by the system exter-
nal to the NaK pump, is shown in Figure 5-30 which also shows the system loss
curve. This low specific speed pump is flow limited at 1.8 gpm by the discharge
diffuser to prevent high axial thrust values across the motor rotor, explaining
the negative slope of the curve at the low capacity pump values.
b. Coolant Side.- The NaK pump design considered that the unit
would be totally insulated from its environment with the only cooling provided
at the heat exchanger cold trap. Polyphenyl ether is used for the coolant, but
the motor and heat exchanger design allows use of the heat rejection loop NaK.
Because of a low coolant temperature differential (8 to 10°F), the test data
instrument error and environment heat .losses provide only a rough check. The
flow path pressure loss is basically cold trap heat exchanger entrance and exit
velocity change effect with a laminar flow channel.
5.2.U Vibration and Shock Testing
A complete HaK pump was tested in the vibration test facility at
NASA-LeRC in accordance with NASA Specification *a?-2, Revision C. This
included sinusoidal sweep vibration, random vibration, and multiple shocks of
15-g peak in three directions. The post test examination and hydraulic perform-
ance results are described in detail in Reference ^ 3 which also gives test times
and input power levels.
The pump was tested for hydraulic performance before and after the
shock and vibration testing and no measurable change was observed. The pump
was filled with a kerosene type of oil to simulate the effects of NaK during
the test. . Some slight damage occurred to the thrust bearing gimbal sockets
and the locking pins, and some minor changes are recommended to alleviate
these problems.
5-56
5Q
.
(S
P
 
So
Id
O
V3H
-PW>
i
CQ§
 
>
>
•H
 
4^
>
-P
 
-H
03
 
O
H
 03
3
 P
^
O
 
n3
fn
 
U
•HO
 
W
<u
 
>
P
4
 
O0)M
CMi
Id
 
-
 
3SI2)
 OV3H
5-57
5.2.5 Operations
The NaK pump was extensively tested accumulating 56,^ 93 operating
hours with 33^ 2 start cycles on 11 NaK pumps. During this period, the NaK
pump problems mainly concerned bearing damage/starting difficulties.
The NaK pump has been successfully endurance tested on a single
buildup to 10,362 operating hours with 786 start cycles. One hard start
occurred on this test using 36 V at the terminals on the 772nd start cycle
after 6696 hours operation. At 80 V, the pump started. The radial bearings
showed a slight scratch pattern at disassembly.
5.2.5.1 Bearing Problems
In the first water test, the bearings had wedging and wringing problems.
These have been resolved to a major extent by design modification; however, some
further changes are necessary for maximum reliability. Testing has shown that a
reliable bearing system can be made. To better understand the different causes
and effects of the bearing problems, they are examined individually in the follow-
ing paragraphs. Above complete story of bearing design and performance is found
in Reference Ul.
a. Wringing.- Wringing is the expression used to describe the physi-
cal attraction exhibited when two very smooth and flat items, like measuring
blocks, are squeezed together. The result is a tight locking of the parts held
together by atmospheric pressure. Relapping to four rms finish reduced but did
not eliminate the wringing effect. The bearings as originally manufactured had
a 1 to 2 rms finish. This resulted in wringing which dragged the pads along a
long radius ball contact which made an effective low-angle wedge to totally
lock the NaK pump shaft. Roughening the finish decreased the action on the
radial bearings, but on the thrust bearings further rework was necessary. The
thrust pads were finished with a flat surface matching the flat surface of the
running ring or thrust plate. To provide a line contact, the running ring was
coned to avoid the flat plate wringing effect. Wringing was then eliminated.
b. Wedging - Gimbal Plates.- The thrust bearing with modifications
as above still tended to lock the NaK pump shaft during preliminary testing in
the water loop. This was determined to be from the action of the cylindrical
gimbal plate pivots whose relatively long radius provides a shallow angle wedge
with slight rotation of the gimbal plate.
The thrust bearing had to be assembled with a small clearance
(O.OOU inch) to limit the shaft end play and for pad no-load stability.
Consequently, a small force, or drag, from the pads could be compounded into
a, locked shaft. In a horizontal plane, the pads fell to a minimum clearance
condition. The effect was eliminated by providing centrally located drive
pins which prevent sliding movement in the gimbal pivots.
c. Wedging - Journal Pad Ball Pivots.- A wedging action is created
when the radial bearing pads are swiveled by the ball operating in the shallow
socket in the pad. The resulting wedging action can be severe if the clearance
allowance is sufficient or if the ball to pad friction is large. The'resultant
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large loads either lock the shaft or cause damage to the bearings in startup.
The thrust bearing material has not shown any sign of damage, but the radial
bearings have been galled and scratched in some instances. The clearance may
be limited on the thrust bearing by misassembly, debris behind ball segments
or at pads, gravitational dropping of pads and gimbal plates in the assembly,
and unusually high-temperature (compared to the housing) bearing parts. With
the material coefficient of expansions involved, it is more likely that the
thrust bearing clearances would increase with temperature effects. On the
radial bearings, the clearance is set by manufacturing, checked, and rechecked
for debris behind balls or on the pad. Hydrodynamic film, gravitational loca-
tion of the pads (located at ^5-degree points from center line), the act of
galling, and a hot shaft or bearing parts in comparison to the housing, may
provide the small clearance condition.
d. NaK Cleaning of Metal Oxides.- Metal oxides on bearing surfaces
normally provide the hard surface to reduce friction and tendency to gall for
metal-to-metal contact. NaK removes this oxide, cleaning the metal surfaces.
The metal sliding friction factor in NaK has been tested as approximately 1.0
to 1.5. When a NaK pump is put into service, the first start has always been
successful. It is presumed that no system or assembly debris is present and
the bearing probably still has an oxide-coated surface.
e. Debris.- Debris may be in two forms: hard particles or soft
materials. The recirculation loop is designed to remove both the relatively
soft NaK oxide and soft or hard material particles. The thrust bearings have
not been scratched in service, although burnishing on the surfaces shows the
passage of some hard debris. The radial bearing frequently carries scratches
showing that a few hard particles may produce more debris from the radial pads
to compound the scratching effect. NaK oxide particles are not sufficiently
hard to scratch the pad material; but, with the wedging effect, a soft material
thickness reduces the bearing clearance for a low wedge angle and then the resis-
tance created in passing the pad surface will, in turn, produce large bearing
loads. In startups after some running time, this forces the pad and journal
surface together under load, creating the conditions most likely to cause
welding or galling.
f. Bearing Damage Due to Gas.- The lowest pressure point of the
operating NaK pump surrounds the recirculation-pump-end radial bearing. Gas
in this area reduces or eliminates the bearing liquid lubrication causing more
power losses and a possible direct contact between the sleeve and pad. At the
same time, the bearing is deprived of liquid cooling allowing the bearing parts
to heat up. A compounding effect results with the internal metal expanding
while the housing is unaffected, thus decreasing the clearance and wedge angle.
As a result, the load increases causing more heat to be generated. The damage
to the radial bearings from gas has been noted in some cases generally ending
in scratched or galled motor-end radial-bearing surfaces and a nonstarting
unit. The main pump-end radial bearing (and thrust bearing also) operates at
about 3 psi higher due to the pressure drop across the motor rotor, and is
therefore less likely to be damaged. The thrust bearing, because of harder
materials, location and construction, avoiding adverse thermal gradients and
growth, does not have this problem.
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5.2.5.2 Stator Problems
The second most frequent problem with the NaK pump has been with the
motor stator housing. Usually the windings have shorted out because of faults
or because of the intrusion of NaK from a can leak. Usually the initial fault
is in doubt since the end condition appears the same; that is electrical arc
burns through the can with NaK flooded and shorted windings.
a. Winding Short - End-Turn Area.- The apparent winding short has
has usually occurred in the stator end-turn area where the wires move
during manufacture and from thermal expansion in use. The motor winding air
or space gap is maintained during hand winding by a glass-cloth covering impreg-
nated with a resin. The resin is burned off before the entire stator windings
are impregnated with a ceramic fill to retain the installation gap. The ceramic
then has to hold the wires in position. If a wire is indented or moved into an
adjacent wire during manufacture or by use, a hot spot will occur which in
heating the wires may compound into a full failure.
The motor stator used in later units after some modifications appears
to be much more reliable than the earlier units. Two of the modified design
stators operated for 97^ 8 hours and 318 starts and 9H6 hours with 207 starts,
with no malfunction.
b. Leaks Through Motor Cans.- NaK leaks through the motor cans
appear to be similar to winding faults since the motor stator is flooded with
NaK from an arc burn through the can. The short to ground follows the NaK
conductor through the leak point if NaK has shorted the windings. However, in
at least one case, the evidence, distinctly pointed toward a can imperfection
as being the failure cause. Leaks have occurred only on the motor end cans,
not on the cylinders or welds. Early end cans were machined from a solid
Inconel plate to a 0.030-inch thickness. As such, machining defects and material
inclusions become very important because NaK will dissolve or wash out the non-
metal or oxide inclusion to allow a path for leakage. Later pumps have been
fabricated utilizing spun sheet Inconel stator end covers which eliminated the
can leakage problem.
5.2.6 Recommendations for Future Use
Extensive testing has shown the NaK pump to be generally reliable.
This is evidenced by the conditions of pumps after endurance tests. A detailed
description of one pump after testing is contained in Reference hk. Some changes
to the design are recommended to improve the reliability particularly when some
adverse conditions prevail are as follows:
5.2.5.1 Bearings
Indications are that the tungsten carbide material, if applied to the
radial bearings, would alleviate most of the scratching problems. Redesign of
the ball pivot on the radial bearings to incorporate pins and also reduce
clearances to limit pad rotation should be considered.
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5.2.6.2 Eecirculation System
The original recirculation system was based on ground testing criteria
which could include a relatively crude system using polyphenyl ether as the
coolant. A long test run on a pump at higher than 500°F winding temperature,
confirmed that the use of the heat rejection loop NaK for motor and bearing:
cooling is satisfactory. As a result, a new recirculation system was designed
but not built.
5.2.6.3 Lower NFSH Required
In late 1967, a* reduction in maximum primary loop pressure was recom-
mended by the reactor contractor for the purpose of increasing the creep life
of the reactor fuel elements. The pump NPSH requirements would be lowered to
accomplish this by trimming the main Impeller back vane. This provides higher
relative pressures in the motor cavity allowing the NPSH of the NaK pump to
correspond to the NPSH required by the main Impeller.
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5-3 MERCURY PUMP
The mercury pump located in the Rankine-cycle loop (Figure 5~3l)
circulates mercury through the loop and acts as the boiler feed pump. Cutaway
and exterior views of the pump are shown in Figures 5~32 and 5-33. The main
pump is a single-stage centrifugal pump with a jet pump driven by bypass
mercury flow, providing adequate suction conditions to the main pump/ particu-
larly during the system startup cycle. Suction conditions for the overall
pump are established by the condenser pressure and by the degree of subcooling
provided by the condenser. The centrifugal pump is driven by a ^ 00-Hz, 208 V
(line-to-line), three-phase electric motor at a speed of approximately 7800 rpm.
The pump shaft is supported by ball bearings located between the motor and
pump. The bearings are lubricated and cooled by an organic polyphenyl ehter.
The same fluid is used to cool the motor and space seal. Mixing of the lubri-
cant and mercury is prevented by a dynamic-static seal-to-space system. The
design and development of the SWAP-8 mercury pump is described in more detail
in Reference ^5.
5.3-1 Development Background
The mercury pump was designed primarily for component reliability
and development simplicity and to meet the unique requirements imposed by a
vacuum environment. Design flexibility and ease of development were necessary
to permit the following:
• Modification of one element of the pump assembly without
affecting the design of the whole assembly.
• Minimization of the number of interacting variables to allow
more accurate analysis and design procedures.
• Accessibility of elements for assembly and disassembly.
• Installation of instrumentation for acquisition of data.
5.3.1.1 Pump
A centrifugal pump was chosen over a positive-displacement unit
since pumping low-viscosity mercury at relatively high pressures would have
imposed severe life-limiting wear on a positive-displacement pump. Further-
more, a centrifugal pump is more adaptable to changes in performance
requirements. For the pump startup suction conditions, the jet-pump booster
was selected instead of an ihducer for the following reasons:
• Jet-pump hardware may be easily modified to attain better
suction performance while an inducer design change would
probably be extensive, if required.
• A jet pump can be made more rugged to withstand cavitation
damage.
• In an extreme cavitation mode, the jet-centrifugal pump
will produce some flow with available NPSH nearly zero.
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5.3-1-2 Motor
A standard induction k-OQ-Rz, three-phase motor was selected to pro-
vide high reliability, simplicity of construction, and good starting torque
capability. The selection of a lubricant-coolant vapor-filled cavity was
based on the design technology similarities with the turbine-alternator.
5.3.1.3 Bearings
The SNAP-8 turbine-alternator and mercury pump designs both incorpo-
rated the use of polyphenyl-ether lubricated and cooled ball bearings with a
space seal system separating the mercury and the bearing lubricant. Bearing
selection was based on simplicity, initial reliability, critical shaft speed,
and shaft deflection. A detailed description of the design and development of
the ball bearings for the mercury pump and turbine-alternator is contained in
Reference 30.
Angular contact bearings of basic 207 size (35-rm. bore) were
selected with the bearings mounted with a 55~lt) axial preload to assure
positive rolling contact at all times. The ball and rings were made from
M-50 consumable electrode triple vacuum melt tool steel, and the separators
from silicon iron bronze. Calculations indicated that life limitations would
not be due to stress or fatigue but more probably due to wear which is a func-
tion of bearing alignment, fits and clearances, material selection, and the
removal of wear debris.
5.3.1.14- Shaft Seals
The mercury seal-to-space consists of the main impeller back face
(a vaned slinger), a visco pump, a molecular pump, and a face seal in series,
similar to that in the turbine-alternator. The visco pump, in pumping against
the main pump pressure regime, forms a liquid plug which is cooled by a small
heat exchanger incorporated in the seal housing..
The lubricant seal-to-space functions in a manner similar to that
of the mercury seal except that a smooth radial slinger is used in place of
the vaned slinger and visco pump. The main function of the face seal is to
prevent leakage of liquid during startup when the dynamic seals are not
effective. The design of.the dynamic shaft sealing system is based on the
technology described in References 31 and 32.
5-3«l'5 Lubricant in Motor Cavity
The motor-winding insulation selected was compatible with the
polyphenyl ether used for bearing lubrication and component cooling. This
permitted the use of open stator windings with a conventional organic insula-
tion design. To minimize hydraulic losses, the design incorporated a scaveng-.
ing slinger so that the motor would operate in lubricant vapor rather than in
a liquid-flooded cavity. With a liquid-flooded cavity, the motor power
required would produce excessive winding temperatures.
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5-3-2 Physical Description, Design Parameters and Requirements
The mercury pump is shown in cross section in Figure 5~32. The
design parameters and requirements are shown in Table 5~VI and compared with
tested performance. The principle features of the mercury pump are described
below.
5.3.2.1 Pump
The pump section includes a centrifugal main pump (an end-suction,
single-stage, semi-open centrifugal type) and a jet pump mounted on the end
of the unit (Figure 5~32) the driving flow is provided by bypassed flow from
the main pump feeding to the eye of the main impeller.
Since the flow was relatively low, a partial-emission 1/3 flowing
section volute -was chosen. The centrifugal pump was designed to standard
criteria. Impeller shroud back vanes were used to assist the operation of
the dynamic seals and to reduce, the axial load on the bearings. The centrif-
ugal pump was optimized with respect to the motor and bearing designs. A
7800-rpm pump speed was selected on the basis of the UOO-Hz motor input
frequency. . .
The specific speed for the centrifugal pump portion,
,1/2
N = . o^ , was calculated to be 522 as designed. Based on test
results, a specific speed of 550 was calculated.
Hydraulic design and manufacturing considerations determined the
configuration of the impeller passage. Flow transitions were selected which
minimized friction 'losses and maintained maximum fluid control. On the
basis of empirical data, an impeller having four front vanes was selected.
The front-vane parameters were as follows:
Impeller diameter 1.9^  inches
Impeller vane height at discharge 0.1 inch
Impeller inlet diameter ' 0.75 inch
Impeller vane height at inlet 0.22 inch
Front-vane inlet angle 15 degrees
Front-vane discharge angle 25 degrees
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TABLE 5-VI MERCURY PUMP PERFORMANCE DATA
Components
and
Parameters
Pump, Jet -Centrifugal
Flow, Ib/hr (gpm)
Speed, rpm
Inlet temperature, F
Density, lb/ft3
Inlet pressure, psia
Pressure rise (AP), psi
Head, ft
Outlet pressure, psia
Hydraulic power, hp
Hydraulic power, kW
Efficiency, %
Shaft input power, hp
Shaft input power , kW
Mot or j Induction Type
Shaft power, k¥
Electrical efficiency, .$>
Bearing seal system efficiency, %
(all less pump)
Input power, hp
Input power, kW
Input amps @ 208 V
Overall unit efficiency, $
Summary of Losses
Total electrical, (watts)
Total hydraulic, (watts)
Calculated
Design Point,
Final Design
11,600 (1.78)
7,800
505
807.5
10.5
397
70.9
407-5
.^ 15
• 31
22.0
1.89
1.41
2.41
86.8
50.7
3-73
2.78
10.5
11.16
368
1002
Tested
Performance
11,500 (1.78)
7; 870
505
807.5
10.5
458
81.6
468.5
.477
.356
23.4
2.04
1.52
2. in
87.6
55.3
3.69
2.75
11.6
12.95
34o
890
Total heat to lubricant-
coolant fluid (watts) 1370 1230
Electrical-power source: UOO-Hz, 3-phase, 208 V (line-to-line)
Space seal leakage: 2 Ib (maximum) of mercury and 3 lb (maximum)
of lubricant-coolant fluid in 10,000 hours of operation.
Starting NPSH: 1/16 ft NPSH available at I/h rated mercury flow.
Lubricant-coolant conditions: (l) Inlet 25 psia maximum at 210 F with
2600 Ib/hr flow to mercury space seal heat exchanger, (2) 200 Ib/hr flow
to the motor.stator coolant passages and 250 Ib/hr flow to the ball bearings,
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Using empirical data, the back-vane parameters were as follows:
Original Modified*
Impellers Impellers
Number of back vanes 32 8
Back-vane height, in. 0.10 0.10
Back-vane clearance, in. 0.10 0.10
Back-vane inside diameter, in. 0.9 1.05
*This modification was applied as a result of operational experience
described later.
The height-to-front-vane clearance relationship required that the
impeller vane height be at least 0.1 inch at the impeller discharge. To
accommodate this vane height, the volute housing was designed for partial
emission. The volute housing characteristics are as follows:
Emission 120 degrees
Inlet angle 8.9 degrees
Inlet velocity 29.1 fps
The radial loading on the impeller was determined by analyzing
the pressure distribution around the impeller periphery. The following radial
and axial impeller loads were calculated.
Flow (j Design) Radial Load (ib) Axial Load (ib)
0 29 55
50 13 53
100 7-5 50
130 12 1^ 5
The axial load on the impeller was neutralized to a large extent
.by the use of back vanes.
The purpose of the jet pump was to provide adequate suction pressure
to the centrifugal pump to prevent cavitation in the centrifugal pump during
startup and extended operation. Since cavitation damage was a critical factor
in the performance of the pump during startup and for long-term operation,
more emphasis was placed upon producing a noncavitating pump than a high-
performance pump. The jet pump was designed to produce sufficient head so
that the centrifugal pump would not be required to operate at suction specific
speeds of greater than 6000 under any startup or steady-state conditions. The
optimum design for the jet pump required a relatively small discharge nozzle
area for the jet. Since, however, the optimum small nozzle discharge area
would be susceptible to clogging, the nozzle was sized for maximum reliability
with a resulting compromise in jet-pump performance.
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The hydraulic and physical design parameters^for the jet pump are
as follovs:
Ratio of drive head to suction head 200
Ratio of through-flow to jet-flow 1.29
Ratio of jet-pump head to centrifugal-pump head 0.11
Suction flow velocity .^73 fps
Jet discharge velocity 6k.7 fps
Jet pump discharge head 6.6 ft
Reynold's Number for drive jet 6.5 x 10
Jet nozzle diameter 0.093 in.
Mixing section diameter O.kok in.
5.3.2.2 Motor
The mercury-pump motor is a conventional lj-00-Hz, 3-phase, 6-pole,
squirrel cage induction motor. A Dupont polyimide ML insulation system was
selected which allowed operation to kOO F maximum hot-spot winding temperature
for the required life. The 3~phase power leads and the "Y" connected neutral
lead are brought out of the motor end bell through individual ceramic terminals,
Five Chromel-Alumel thermocouples for winding temperature measurements were
embedded in the stator windings and passed through the motor end bell by a
separate multiple pin connector.
The stator is cooled by a 200 Ib/hr flow of polyphenyl ether
through a heat exchanger in the stator housing.
5.3.2.3 Shaft Seals
A dynamic sealing system retards fluid leakage and mixing of the
mercury and the polyphenyl ether. A vent is provided so that the small leak-
ages are ported to space.
a. Mercury Shaft Seal.- The mercury shaft seal consists of a
visco pump, a molecular pump, and a carbon face seal in series. The visco
pump is basically a screw pump, with the helical channel in the rotating
element. This generates a pressure differential balancing the back-vane
hub pressure of the centrifugal pump impeller. This pressure balance pro-
duces a liquid plug. Molecules evaporating from the interface are restricted
from flowing to space by the adjacent molecular pump. The molecular pump,
similar in appearance to the visco pump, returns the molecules to the liquid
interface following contact with the rotating helix and the housing.
A small heat exchanger using polyphenyl ether as the cooling medium
is incorporated in the housing adjacent to the liquid plug. This limits the
temperature and therefore vapor pressure at the liquid/vapor interface which
controls the amount of boil-off from the interface.
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The mercury molecular pump was designed to keep the mercury vapor
leakage below five pounds in 10,000 hours with the liquid/vapor interface
temperature established at 300 F maximum.
The carbon face seal prevents fluid leakage when the pump is not
rotating or is operating at low speeds. Tests showed that the carbon contact
face wears to a light contact load point in a 10-hour period of continuous
contact with a maximum power consumption of less than kOO watts when engaged.
To extend the life of this seal for system restart capability a bellows actu-
ator device was incorporated to lift the seal away from the contacting surface
when the pump speed exceeds 6000 rpm. The lift-off device is actuated by a
separate gas supply with an actuating pressure of 100 psia.
b. Lubricant Seal.- The lubricant seal consists of a slinger and
a molecular pump in series as the dynamic seal, and a static carbon face seal.
The slinger develops a stable liquid-vapor interface, and the molecular pump
restricts molecule leakage. The carbon face seal functions when the dynamic
seal is inoperative, as for the mercury seal.
The slinger is a smooth disk with a discharge hole in the housing
at the periphery for returning the lubricant to the system. The molecular
pump retards leakage of the lubricant vapor, the expected leakage rate being
about 0.08 Ib in 10,000 hours. '
5.3.2.k Bearing Lubrication System
The lubrication system included a filter, an injection system, and
a scavenging device. A 5-micron filter is physically attached to the
mercury pump. An injection system supplies the lubricant, and a scavenging
device prevents flooding of the bearing cavities.
The lubricant injector to the bearings provides a total lubricant
flow of 200 Ib/hr. This rate of flow keeps the bearing temperature below
250 F. The design consists of an injection ring with six equally spaced
0. Oil-inch diameter holes which direct lubricant toward the inner race of the
bearings. Two lubricant slingers scavenge the bearing cavities. Each slinger
is designed to pump against a 5 psia discharge pressure.
A thermal analysis under flooded motor conditions indicated that
the winding temperature would increase by approximately 100 F due to the
added power consumption of 0.5 hp and viscous drag. This temperature increase
was undesirable from an insulation life standpoint and also because the heat
conducted through the rotor must travel through the shaft into the ball bear-
ing area with subsequent detrimental effects on bearing clearances. A motor
cavity scavenge slinger was, therefore, incorporated to purge the rotor air
gap of fluid and return the fluid to the system. The maximum power loss for
a flooded rotor and slinger was calculated to be 0.9 hp, but this falls off
rapidly as scavenging is accomplished.
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The .mercury pump is fitted vith lubricant-coolant fluid isolation
valves on the inlet and outlet lines to and from the bearing cavity. These
two-position 28-Vdc solenoid isolation valves are closed before pump shutdown
and opened after the pump reaches full speed. This removes lubricant pres-
sure from the bearing cavities, prevents flooding of the bearings and motor
cavities, and reduces leakage through the face seals during startup and shut-
down.
5«3'2.5 Bearing System
Single row, angular-contact ball bearings with a low shoulder in the
inner ring are used with an outer-ring-piloted one-piece ball separator. The
design goal was to obtain the minimum life of 10,000 hours with 99«5$l reliability.
Angular-contact bearings were selected for their high load capacity
and good radial stiffness. With axial preload, there is no internal looseness
under operating conditions, and rolling contact with optimum dynamic balance
is maintained at all times. A one-piece iron-silicon bronze cage, selected
for maximum strength and light weight, was designed for good lubricant flow.
The loads on the ball bearings are shown in Figure 5~3^« The bear-
ings are preloaded using wavy springs. Axial thrust load is produced by pump
pressure acting on the end of the shaft and the visco pump sleeve.
The radial bearing loads are developed from the pump, the shaft
rotating mass, and the motor magnetic forces. The magnetic force is minimized
by maintaining good machine concentricity. The average value for the motor
magnetic pull was 10 Ib with 30 lb, maximum. With a bearing spring rate of
5 x l(x Ib/inch included in the analysis, the critical speed was calculated as
17,300 rpm, a more-than-ample margin over the 7800 rpm nominal operating speed.
5.3.3 Demonstrated Performance
The mercury pump has been tested extensively in component loops
simulating system conditions and in the SNAP-8 system test loops. Most of
the performance and endurance data were derived from component loop testing
while operating experience was derived mainly from the system testing. The
mercury pump successfully met design performance requirements. This judgment
is based on the evaluation of 689 start cycles and 30,^ 23 operating hours on
six pumps. During an endurance run on one unit, 109 start cycles and 12,227
operating hours were logged. A detailed report containing an evaluation of
the pump following this endurance test is contained in Reference k6.
The individual mercury pump components and the complete mercury pump
motor assembly were evaluated in a progressive test program. The motor, the
jet pump, the lubrication system, the sealing system, and motor were first
tested independently. After individual component performance was established,
the performance of the complete unit was evaluated in two mercury component
loops which simulated the SNAP-8 environmental and operational requirements
in space.
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The short-term and endurance capabilities of the unit were also
evaluated in the mercury test loops. The hydraulic and electrical perform-,
ance vas determined including head-capacity characteristics, temperature and
pressure distributions, and jet-pump and mercury-pump efficiencies. The
mercury pump vas incorporated into power conversion systems at Aerojet and
WASA-LeRC and tested to evaluate the compatibility and effect on performance
while operating under actual service conditions. System testing also allowed
a more thorough analysis of transient system effects on the mercury pump dur-
ing system startup and shutdown.
5.3-3-1 Overall Performance
a. Hydraulic Performance at 4^-00 Hz.- The overall head-capacity
performance of the pump has not been completely consistent. A reference
curve was established in early tests; but, as development progressed, the
performance was adjusted to a slightly lower head-capacity curve. The reason
for this was that the head varied on a given unit from the values at startup
to the slightly reduced values after one to six hours of operation. The per-
formance would remain low, or almost recover to full head following a shut-
down and restart cycle. In one case, a long-endurance pump operated for
about 6000 hours at full head, then went through a period of low-head opera-
tion and finally, following a power-supply shutdown, resumed operation at full
head to the completion of the test run. This phenomenon was investigated, but
no explanation was reached which can be supported by test data. A possible
cause is a low specific speed recirculation effect induced by system loop
operating conditions. Analysis of the available test data confirms that the
mercury pump performance in in accordance with the lower curves as shown in
Figure 5-35-
This provides relatively conservative head'values and results in an
adequate pump performance margin for the system requirements. Note that the
system statepoint in Figure 5~35 is different from the pump design conditions
as shown in Table 5-VI. The latter values were based on statepoint condi-
tions established earlier in the program. The reason that the tested head
rise is greater than the calculated value is thought to be due to the selec-
tion of a conservative head coefficient in the design.
b. Shutoff or Low Flow Operation.- Because of the visco pump heat
exchanger, the mercury pump can operate after the rest of the SNAP-8 system
ha-s been shut down for long periods of time and has been tested for more than
30 minutes without deleterious temperature rise. The jet pump bypass flow
equalizes the fluid temperature, and the space seal heat exchanger effectively
limits the maximum temperature.
c. 220-Hz Operation.- At 220 Hz, the mercury pump must operate in
the system at either 50 or 66 V (line-to-neutral) power depending on whether
or not power is supplied by the alternator. Pump performance at these
voltages is shown in Figure 5-36. The head-capacity curve is directly
related to the UOO-Hz data, as expected.
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5.3-3.2 Jet-Centrifugal Pump Performance at ^ 00-Hz
a. Jet Pump.- Development tests of the jet pump vere conducted
first using water and later mercury to determine jet pump performance in
relation to orifice size, and to establish the location of jet nozzle rela-
tive to the centrifugal impeller. The water and mercury tests showed
satisfactory correlation, but the jet pump head was low with a resulting low
efficiency of approximately 12.5$. This slightly low test efficiency was
compensated by the ability to supply an NPSH of seven feet to the centrifugal
pump inlet. The jet-pump NPSH was sufficient to suppress centrifugal pump
cavitation under normal system starting and operating conditions.
The performance of the jet-centrifugal pump combination was tested
by reducing the NPSH supplied to the jet pump as shown in Figure 5-37 • At
1.82 gpm, which is near mercury pump rated conditions, the jet pump head is
reduced by about 12% when supplied with an NPSH equivalent to 1.5 ft. However,
the overall head does not show a corresponding decrease. This, together with
pressure profiles along the jet-pump length while in cavitation, indicated
that the jet mixing section was too short for this operating point. The jet-
to-suction flow mixing had not been completed at the end of the jet pump, but
(from the overall head value) mixing may have been completed before reaching
the impeller. ¥ith the NPSH reduced further, the overall pump head decreases
and, shortly after the 2$ overall head loss level, the jet pump head becomes
so low that the centrifugal eye is completely cavitating.
Figure 5~38 shows the NPSH available at the centrifugal pump inlet
as a function of through-flow-capacity for 10$ jet pump head loss, 2$ overall
pump head loss, and minimum NPSH values. The minimum NPSH curve indicates
operation within 20$ of the rated head but with the pump incurring cavitation
damage. The pump has operated with virtually zero NPSH while still producing
10 to 80$ of normal head values. A study of this type of operation was made
when severe cavitation damage was found on a mercury pump impeller used during
tests in the 35~k¥e system facility. The jet pump has never shown cavitation
damage.
b. Centrifugal Pump.- The centrifugal pump produces greater head
than was expected from the design calculations. This was attributed to the
use of a conservative head coefficient. The pump produced an established
head rise of 8l.6 ft. with 23.4$ efficiency instead of the original calculated
value of 69.5 ft with 22$ efficiency.
c. Impeller Back Vane Damage.- Impeller back hub cavitation damage
was observed during an endurance test, but the damage was not great enough to
hinder performance during 12,227 hours of operation. The impeller used for
this test was made from 9M steel. However, the damage was judged to be a life-
limiting factor for a goal of 5 years. The back vane pressure is related
to pump suction pressure, jet pump differential, centrifugal pump differential
pressure, and back vane differential pressure. With pressure and liquid
velocity gradients present circumferentially around the impeller hub, cavita-
tion damage is likely to occur if the hub pressure level is near the mercury
vapor pressure.
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Figure 5-37 Jet-Centrifugal Pump NPSH Performance
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Figure 5-38 Summary of Mercury Pump NPSH Tests
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Some modified impellers were fabricated from Stellite 6B for improved
cavitation characteristics, and with an increased impeller hub diameter to
raise the pressure at the hub. Also the number of back vanes was a contributing
factor. Limited testing was later conducted with these impellers. The extent
of the testing however was insufficient to indicate whether or not this material
and the impeller design changes would totally alleviate the cavitation damage.
d. Impeller Radial and Axial Forces.- The impeller radial and axial
forces shown in Figure 5~39 were obtained from pumps operating with full head
characteristics. Force measurements were calculated by equating pressure gra-
dients defining the impeller front and back profiles. Similarly, the impeller
peripheral pressure profile established the force and direction of the impel-
ler radial load with the assumption that the unmeasured dynamic 'or velocity
forces were balanced.
5-3-S-3 Motor Performance
The motor for the mercury pump has been fully developed and has met
the design requirements as proven by the results of the tests described below.
•a. Motor Insulation Tests.- A polyimide-insulated motor was sub-
merged in polyphenyl ether and operated at temperatures of 250 and 300°F for
20,000 hours to determine the compatibility of the insulation with the lubri-
cant-coolant. Wo measurable insulation degradation was observed.
b. Motor "In-Air" Tests.- The motor supplier (Westinghouse) con-
ducted an "in air" test on the pump motor. The test results have been plotted
as a speed-torque curve in Figure 5-kQ with a predicted computer-developed
performance curve shown in Figure 5-4l. Test results indicate that the motor
performance is adequate, attaining 87-6$> efficiency.
c. Motor Input Power.- Figure 5-U2 shows the input current and
voltage obtained from testing. The pump was operated at rated conditions
with motor input voltage as a variable. Figure 5~42 shows that, at the rated
208 V (line-to-line), or 120 V (line-to-neutral), voltage, the lowest current
is required. At lower voltage, the power decreases as the load decreases due
to the lower operating speeds.
d. Motor Startup Characteristics at 400 Hz.- Because of the low-
temperature viscosity of the lubricant-coolant fluid, an acceleration problem
can exist (see Figure 5-43). At 400 Hz and 208 V (line-to-line) to the motor
terminals, the motor will accelerate to full speed if the motor cavity is not
flooded and the lubricant is at least 100 F. If the lubricant temperature or
input voltage is lower, the acceleration time will be longer, or full speed
may not be attained. If the motor cavity is flooded, the unit will not attain
full speed but will stabilize at about 5000 rpm. The motor cavity and ball-
bearing lubricant slingers must be at speeds of at least 6000 rpm to overcome
the normal 5 psia back pressure before the lubricant flow is initiated. At
speeds below 6000 rpm, the unit remains flooded. At a lubricant and pump
temperature of 125 F, the unit can reach 5000 rpm in the flooded condition.
With a slight temperature increase, the pump can accelerate to 6000 rpm for
full purging of the pump motor cavity. Therefore, preheating the unit to 125 F
for starting was specified.
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5.3-3-^ Eynamic. Seals
The optimum dynamic mercury seal design was derived by individually
testing the visco pump, slinger, and molecular pump as separate components.
Various screw-type seals, slinger designs, and running clearances were evalu-
ated. The dynamic elements that performed best were then combined into the
mercury pump design. An important feature verified during the development
was the attainment of the stable liquid-vapor interfaces necessary for good
sealing. These interfaces were visually verified at the lubricant slinger
and the mercury visco pump.
The tests were not specifically set up to determine long-term
operating leakage. Consequently, no precise long-term leakage measurements
were made, but a careful recording of fluids in various test systems indicated
that the leakage was low, and probably well below the maximum allowable leak-
age.
Some minor cavitation damage has occurred to the rotating and sta-
tionary elements of the visco pump, seemingly at the location of the liquid-
vapor interface. The materials used for these parts were 9Cr-lMo steel for
the stationary seal housing and AISI U3^ -0 for the rotating sleeve.
Some design changes were made to fabricate these parts from Stellite
6B which is considered to be at least on order of magnitude improvement in
cavitation resistance. Limitations of further testing precluded the judgment
as to the extent of the improvement.
a. Mercury Dynamic Seal Pressure.- Figure ^-k-k- illustrates data
from tests conducted to establish the pumping pressure capabilities of the
visco and molecular seal pumps. The input power curve step at 8l psia impel-
ler back-hub pressure signifies the pressure limit of the visco pump. The
step shows the disk power increase for the larger molecular pump. The increas-
ing power slope at pressures greater than 8l psia shows the molecular pump
capabilities for handling liquid until gross mercury leakage occurs at 116 psia.
Data from Figure 5-kk and from tests conducted at various pump speeds were used
to establish the curves shown in Figure 5-^5 which illustrate individual and
overall seal component limitations. The visco pump pressure limits the pres-
sure on the impeller back vane and keeps the molecular pump liquid-free. The
maximum limit of the mercury visco-molecular pump combination defines the
point of gross liquid leakage of the dynamic seal system.
b. Lubricant Dynamic-Seal Pressures.- The lubricant dynamic seal
is a smooth disk slinger backed by a molecular pump. The outside diameter of
the slinger is at the discharge of the ball-bearing scavenging slinger located
on the other side of the slinger disk. The sealing pressure limit related to
the bearing outlet pressures is not defined by a step function in that, as the
pressure increases, power increases from a combination of the slinger disk,
ball bearing turbulence, and the motor rotor cylinder and disk hydraulic
losses. As seen in Figure 5-^ -6, these actions result in a gradual power in-
crease with an increase in slope when the motor rotor starts to flood and
stabilizing before the gross liquid leakage occurs. Since the power level of
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the flooded molecular pump is small, no data to indicate when it is filled
with liquid is available. However, when the motor cavity becomes flooded,
the motor input power noticeably increases. In figure 5-^5, beginning of
motor-cavity flooding and the gross leakage bearing outlet pressure points
are given as a function of frequency.
5.3.3.5 Shaft Static Seal
The lift-off device as shown in Figure 5~32 for the static seals
consists of a bellows actuated by 200-psia nitrogen. Although one of these
parts operated successfully during the 12,227-hour endurance test, others
have shown a tendency to leak at the bellows weld point. Modified designs
were tested where a differential bellows was incorporated directly in the
face seals. With these changes, the seals were tested for 50 hours without
failure.
Some static leakage rate tests were conducted with these seals with
variable results. Carbon seals, when new, sealed to 30 and 33 psi on two
separate units before mercury leakage occurred. After operation for a short
time, leakage occurred between h to 12 psi and, after 50 hours of operation
with seals in contact, the seals leaked at less than 1 psi. In system opera-
tion, the differential pressure would approach zero psi with the seal in
contact when the unit is not operating or at a lower speed; therefore, these
values are satisfactory. Operating time and experience however is inadequate
to judge whether the latest lift-off seals are reliable.
5.3.3.6 Ball Bearings
The ball bearings have operated satisfactorily in all units operated
to date. This includes 30,^ -23 operating hours on six pumps with 12,277 hours
on the longest run. The following observations were based on examination of
ball bearings from the endurance test units:
• The lubrication was good. Both rolling contact elements and
the ball separator showed practically no wear.
• The mounting system is satisfactory. No rotating unbalance
load was observed, and the ball tracking was good.
• There was no sign of fatigue.
• Contamination control was acceptable. No serious foreign,
particle damage occurred.
• Varnish (due to heat) deposition of the lubricant on the
bearing was judged to be of no consequence.
It is concluded that based on the experience to date a bearing life
of five years, or greater, can be expected.
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5-3'3-T Bearing Lubrication and Cooling
The polyphenyl ether lubricant-coolant fluid circulates through the
mercury pump to lubricate and cool the ball bearings and to cool the motor
and mercury visco pump. No problems have occurred in any of these functions.
a. Bearing Inlet Flow.- The effect of different lubricant flows
to the ball-bearing inlet has been tested for flows ranging from 50 to 550
Ib/hr. Flows below 150 Ib/hr are not recommended since high bearing temper-
atures are likely to occur. Most mercury pump testing has been at flows of
200 to 300 Ib/hr.
b. Bearing Inlet Temperature.- The inlet temperature has little
effect on the inlet pressure since the Reynolds number change is small and the
pressure loss is almost totally that of the orifice. The inlet temperature
does,, however, affect the pump power and bearing temperatures directly as
shown in Figure 5-^ -7 • With a maximum allowable bearing outer-race temperature
of 300 F, inlet.oil temperatures above 2JO F are not advisable. Temperatures
lower than 200 F require higher input power. Therefore 215 F + 5 F is the
recommended inlet temperature. Figure 5~^ 7 shows test data of the effect of
lubricant inlet temperature on bearing temperature, input current, and power.
c. Bearing Lubricant Back Pressure - UOO Hz.- Figure 5-^-8 shows
the effects of operation at different lubricant pressures. Operation is
desirable at back pressures ranging between 2.9 and 8.7 psia, but the power
increases about 75 watts per psia within this range.
d. Bearing Lubricant Back Pressure - 220 Hz.- Data from tests at
220-Hz input power indicate that the pump operates unflooded at back pressures
up to 2.8 psia. At higher pressures up to 5-6 psia, power increases only
gradually. The bearing and motor temperature rise indicates that the unit
could operate at steady state with a 5-6-psia bearing lubricant back pressure,
and at lubricant inlet temperatures up to 200 F.
e. Motor Housing Heat Exchanger.- The motor housing heat exchanger
passages are large for the amount of flow involved, and laminar flow conditions
exist. The design value of 0.6 psi pressure drop at ^00 Ib/hr is confirmed by
test data.
f. Mercury Space-Seal Heat Exchanger.- This heat exchanger main-
tains the visco pump liquid-vapor interface at 300 F, maximum, which controls
the vapor pressure at the liquid-vapor seal interface. From an examination of
the thermal mapping obtained from testing the seal housing, outside tempera-
ture registered 253°F instead of the calculated 326^ F (Figure 5~^ 9). Therefore
it may be presumed that the liquid-vapor interface temperature is considerably
less than 300 F, and consequently the seal leakages would be much less than the
allowable rates.
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5-3-3«8 Temperature Distribution
Temperature distribution in the mercury pump was obtained by
operating a pump in a simulated space environment with insulation wrapped
around the entire unit to prevent radiation heat losses. All temperatures
were lower than calculated with the exception of the motor stator iron
temperature and the motor housing temperature (Figure 5~^9)« The slightly
higher stator-iron temperature was caused by an unexpectedly high rate of
heat transfer from the winding coil to the stator iron. The higher tempera-
tures of the stator iron and the motor housing were not considered detrimental.
5.3.^  Vibration and Shock Testing
A complete mercury pump was tested in the vibration test facility
at WASA-LeRC in accordance with NASA Specification kiJ-2, Rev. C. This
included sinusoidal sweep vibration, random vibration, and multiple shocks
of 15-g peak in three directions. The test program and post-test examination
of the mercury pump is described in detail in Reference Vf.
The test times and input-power levels are shown in Table 5-VII.
The only detrimental condition observed after testing was an apparent loss
of bearing preload caused by galling of one of the bearing outer races in
the housing. The housing is made from 9Cr-lMo alloy which is susceptible to
galling and therefore a recommendation to either "hard-chrome" the housing
surface or employ a hardened steel liner in the housing was made. These
changes had not been implemented at the conclusion of the SNAP-8 Program
effort.
5.3.5 Operational Interfaces
 :
The mercury pump nominal operating conditions are shown in
Table 5-VIII-for 0^0-Hz and 22Q-Hz operation. These values represent the
expected operating point for the SNAP-8 system. With the exception of mercury
suction pressure, the majority of the mercury pump test time was accumulated
under these nominal conditions. However, for operation in a ground test
system, the pump suction pressure was greater than the value shown in Table
5-VIII because of the mercury elevation pressure occurring in a 1-g environ-
ment. During operation in the 35~kWe test system, pump suction pressures
were 30 to 33 psia.
Table 5-IX lists the operational alarm and shutdown limits for
k-OO-Ez operation. The overspeed limit could occur only with over-frequency
resulting from a runaway turbine. The shutdown limits signal immediate
failure, whereas the alarm limits signal various conditions that will harm
the equipment and perhaps eventually cause a failure. Exceeding the shutdown
limits of various parameters should be cause for an automatic shutdown.
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TABLE 5 -VIII MERCURY PUMP NOMINAL OPERATING CONDITIONS
Mercury flow = 12,000 + 500 Ib/hr (1.85
Suction pressure and temperature = 10 _+ 1 psia at 500 F
Bearing lubricant-coolant flow = 200 to 250 Ib/hr
Bearing lubricant-coolant inlet
temperature = 215 + 5 F
Bearing lubricant -coolant back
pressure = 4.5 to 5-0 psia
Space seal coolant flow = 2600 + Q Ib/hr
Motor coolant flow = 150 to 250 Ib/hr
Voltage (L-L) - 208 + 4 V, 3 phase
Frequency = kOO + 2 Hz
Static seals lifted during operation at rated speed
220-Hz (5 to 10-minute SNAP-8 Standby Condition)
Mercury flow = 450 Ib/hr
Suction pressure and temperature = 10 _+ 1 psia at 100 to l40°F
Bearing lubricant-coolant flow = 110 to l4o Ib/hr
Bearing lubricant-coolant inlet
temperature = 200 + 5°F
Bearing lubricant-coolant back
pressure • = 2 . 8 psia (with seals lifted)
Space seal coolant flow = 1400 + 100 Ib/hr
-450
Motor coolant flow = 80 to 1^0 Ib/hr
Voltage (L-L) = 88 + 2 V, 3 phase
Frequency = 220 + 2 Hz
TABLE 5-IX MERCURY PUMP OPERATIONAL ALARM AND SHUTDOWN LIMITS
- 400 Hz OPERATION
Maximum Speed = 9000 rpm (S)
Maximum Motor Current (3 phases) = 16 amps (A)
Maximum Motor Winding Temperature = kOO F (A)
Maximum Bearing Temperature = 300 F (S)
Maximum Slinger Discharge Pressure = 10 psia (A)
Maximum Mercury Inlet Temperature = 600 F (A)
Low Bearing Flow = 75 Ib/hr (s)
Low Mercury Suction Pressure = 7 psia (A)
(S) = Shutdown
(A) = Alarm
The physical piping connections to the mercury pump are a 1-inch OD
mercury suction line,, a 3A~inch OD mercury discharge line, lubricant-coolant
inlet and outlet lines to and from the motor and bearings in series at the
outboard isolation valves, and an inlet and outlet line to and from the space
seal heat exchanger. The space manifold vacuum connection to the toroidal
manifold on top of the pump in Figure 5~32 must be flexible to avoid damage
to the unit due to pressure differentials caused by forces due to the internal
vacuum.
5.3.6 Recommendations for Improvements
Recommendations for improving the reliability of the SNAP-8 mercury
pump based on experience gained in the development are as follows:
a. Ball Bearing Lubricant Jets.- The present bearing lubricant
system uses six jets(O.O^-0-inch nozzles) per bearing to provide lubricant at
a 1-psia inlet pressure. This low pressure has caused control problems in
testing, since the velocity of the lubricant is relatively low (only 11.5 fps),
and it is predictable that maximum cooling is not achieved. An improved method
would use three jets (0.030-inch nozzles) to provide lubricant at a 9~Psia
inlet pressure and a velocity of 33 fps. This would provide better control of
inner race lubrication and improved cooling of the bearings.
b. Static Seals.- The present static carbon face seals run on a
tungsten carbide face which wears out the carbon face in a relatively short
time when in continuous contact. An investigation of self lubricating face
material with better wear characteristics should be made.
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c. Mercury Jet Pump.- The length of the mixing section in the jet
p-ump is too short to develop maximum head under cavitation conditions. The
throat section (0.44-inch diameter) of the jet pump should be lengthened to,
perhaps, 18 diameters instead of six. At the same time, the jet pump could be
modified to suit the NPSH requirement of the system in which it will be used.
Also, the jet pump (and centrifugal pump) should be relocated closer to the
mercury supply source to improve the inlet available WPSH.
d. Space Seals.- Development of Stellite 6B for the space seal
elements should be continued, and various configurations that may improve
cavitation resistance should be investigated.
System operation should be defined to restrict extent and time of
mercury pump allowable operation during low NPSH conditions. The jet pump
should be modified to handle the lowest WPSH, lengthened accordingly, and
confirmed by testing.
e. Lift-off Seals.- Since the lift-off actuator has proven
unreliable in operation, some further development testing on the modified
design should be made or alternate designs, such as a centrifugally operated
device, should be considered.
f. Bearing Housing.- To eliminate the galling experienced between
the housing bore and bearing outer ring, the possibility of either hard chrome
plating the housing bore or incorporating a hardened steel liner should be
investigated.
g. Centrifugal Pump Impeller.- Tests on the modified design, i.e.
Stellite 6B, 8 back vanes, and increased hub diameter should be completed to
verify correction of back hub cavitation damage.
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5 A LUBRICANT-COOLANT PIMP
The SNAP-8 system utilizes an organic fluid to lubricate bearings
and to cool system components. This fluid, a radiation resistant polyphenyl
ether, is circulated through the system by a centrifugal pump driven by an
electric motor. The entire pump-motor unit is hermetically sealed. Lubrica-
tion and cooling of the motor is accomplished by a small flow of the pumped
fluid through the motor and down the hollow shaft which returns the flow to
the inlet of the main pump.
5.4.1 Development Background
The development of this pump was subcontracted to the Tapco Division
of Thompson Ramo Wooldridge, Inc. The design was made for the SNAP-8 35-kWe
system, and all operating experience described in this report is related to
the 35-kWe system. However the pump is capable of providing the required flow
and head for the 90-kWe SNAP-8 system.
The performance data listed in Table 5-X show the pump development
through to the latest test results. The unit met or exceeded all performance
requirements. Se^ en pumps used as test support equipment in six systems accumu-
lated 60,578 operating hours, and more than 1200 start-stop cycles. Three of
the units ran for 14,521, 15,3^ 5 and 24,862 hours, respectively. One pump was
operated at approximately 1/3 rated capacity for 24,862 hours. To date, the
lubricant-coolant pump has not had an operational failure.
5.4.2 Physical Description
The lubricant-coolant pump (Figures 5~50 and 5~5l) is a hermetically
sealed centrifugal pump and squirrel cage 400-Hz motor combination, self-cooled
and lubricated. The pumped fluid is circulated through the carbon bearings and
open-winding submerged motor to provide the necessary cooling and lubrication.
An electrical connector is used for input power to the motor. The design of
the unit is covered in detail in Reference 48.
The design and construction of the unit employed conventional
technology used extensively on similar equipment. The motor and bearing
design and materials are similar to those used in aircraft fuel pumps, and
the pump configuration was based on a previously developed and tested design.
The unit is comprised of four parts: pump, motor, bearings, and shaft. The
weight of the contained oil is 1.7 lb at 70°F, and the weight of the pump
25.7 lb.
5.4.2.1 Pump
The unit is an end suction semi-open centrifugal pump with a single
volute. Hydraulic axial thrust is controlled by reducing the impeller back
hub pressure to the level of the impeller eye pressure by providing large bypass
holes through the impeller shroud. The impeller is keyed, and secured against
a shaft shoulder with a lock nut. The seven vanes are swept back and are thin
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TABLE 5-X LUBRICANT-COOLANT PUMP DESIGN AND PERFORMANCE DATA
Components
and
Parameters Design Point
Design Point
Tested Values
Pump. Centrifugal
Flow, Ib/hr 9,1*00 9,UOO
Flow, gpm 17 17
Inlet temperature, F 220-250 F 250 F
Density, Ib/ft3 68.5 ' 68.5
Inlet pressure, psia 3 1.6
Pressure rise, psi 55 . 63.5
Head, ft 115.7 133.6
Outlet pressure, psia 58 65.1 at
1.6 psia
inlet
Hydraulic power, hp 0.58 0.626
Hydraulic power, kW 0.1*30 0.1*68
Efficiency, % 1*3.25
Shaft input power, hp 1.3^
Shaft input power, kW 1.0
*'
Motor , Induction
Electrical Efficiency, % 77.5
Overall Efficiency, % 50.5
Input power, hp 2.127 2.185
Input power, kW 1-587 1.63
Power factor, % 66 66.5
Overall pump-motor efficiency, % 27.2 28.7
Summary of Losses
Total Electrical Losses, watts 266
Total Mechanical Losses, watts 321
A 6-pole motor was selected to provide
7820 rpm at rated conditions with l*00-Hz input.
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Figure 5-50 Lubricant-Coolant Pump
T H R U S T BEARING
CENTRIFUGAL PUMP
SINGLE WELD ACCESS
MAGNETIC SPEED PICKUP
ELECTRICAL
PLUG CONNECTOR
RADIAL BEARINGS
Figure 5-51 Lubricant-Coolant Pump Cutaway View
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and sharply pointed at the entrance (Figure 5~52). The volute casing is part of
the overall unit housing, and is a single-volute design of normal proportions.
Since it is desirable to keep the back pressure on the turbine-
alternator and mercury pump bearings as low as possible to reduce power losses,
SNAP-8 system specifications required the lubricant-coolant pump to operate at
low suction pressures. The existing pump adequately met this requirement with-
out modification.
5.U.2.2 Motor
The motor p.s a 1.5 hp, 6-pole, UoO-Hz, 3~phase, squirrel-cage induc-
tion motor with an ML electrical insulation system. The motor cavity is
flooded with the lubricant-coolant fluid and the ML-insulated copper stator
wires are fully exposed to the fluid. The motor construction is typical of an
open winding in that no cans are employed for the stator and rotor. The rotor
(Figure 5~53) uses silver conductor bars and end rings. The rotor laminated
stack is 29-gage AISI Type M-15. The stator has 36 slots, and the rotor kj.
The stator uses 21 gauge wire with 20 turns per coil and 2 parallel paths.
The motor is cooled by the process fluid which flows from the pump
volute through the motor. The fluid returns to the pump impeller eye through
the hollow shaft.
5.4.2.3 Bearings and Shaft
The bearings and shaft were adapted from components previously used
in an aircraft jet-fuel pump. The radial bearings are straight sleeve journal
carbon bushings running against a UlO ORES chrome-plated shaft. The nominal
shaft diameter is 0.5 inch with a bearing length of .O.U38 inch. The diametri-
cal clearances are 0.001 to 0.003 inch. Positive lubricant flow to the pump-
end bearing is through two drilled holes in the housing on the motor side.
The motor-end bearing is lubricated by an integral screw pump (Figure 5-53)>
which moves liquid through the bearing toward the motor rotor. The motor
rotor end disk surface acts as a smooth slinger to pump the fluid out.
The axial bearings are simple flat-plate thrust bearings. The main
thrust bearing has a carbon bushing operating against a chrome-plated ^10 ORES
plate shrunk on to the shaft. The smaller, reverse-thrust bearing uses the
impeller back hub against the radial bearing end as the bearing surface. The
reverse thrust bearing is loaded only momentarily at startup.
The main thrust bearing is made with two radial lubrication feed
grooves in the carbon bushing. Positive lubrication through the bearing
occurs with centrifugal action outflow past the bearing surfaces and feeder
grooves.
The impeller front vane clearance (.005 inch) is set by shimming.
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Figure 5~52 Lubricant-Coolant Pump Impeller
SCREW PUMP
AEROJE^-GENERAL
Figure 5~53 Lubricant-Coolant Pump Rotor
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The shaft first lateral critical speed is over 100,000 rpm, making
the bearing deflection rate the major influence. In calculations using the
nominal maximum clearance with the lightest load, the bearing critical speed
was 12,000 rpm. Since smaller clearance and heavier loads greatly stiffen
the bearing, this was judged an adequate margin over the 7800 rpm operating
speed.
5.^ .2A Miscellaneous
As seen in Figure 5-5*4-, the pump is made in a two-housing form. The
one aligning the rotating parts slips into the outer shell. After the motor
end seal weld is made, the backup plate protects and supports this weld and
end plate. The pump auxiliary instrumentation includes a speed pickup and
motor thermocouples.
The unit is mounted on two cradles; straps lock the pump to these
cradles and allow the unit to be orientated to any desired position. Further-
more, the construction also allows operation in horizontal, vertical, or any
other position in ground testing.
5.^ .3 Demonstrated Performance
The lubricant-coolant pump has met all performance requirements, and
has exceeded the 10,000-hour endurance goal on three separate units. To date,
seven units have accumulated 60,578 hours with more than 1200 start-stop cycles.
The longest-term unit logged 2U,862 operating hours operation with more 570
start-stop cycles at TRW and at Aerojet.
5.^ .3.1 Overall Performance
Tests of three units produced hydraulic performance curves as shown
in Figure 5~55- The testing defined the pump input power at rated capacity
of IT gpm as 1.58 to 1.6k kW. The tabulated data are shown in Table 5-X. As
can be seen from Figure 5~55j the pump is able to deliver the required capacity
and head for a 90-kWe system.
5.^ .3.2 Variable Operation
As discussed previously, the pump WPSH is important to the SNAP-8
system because it reduces the back pressure on the bearing slingers which
saves power in the turbine and mercury pump. On Figure 5~55> the NPSP (pres-
sure) derived from testing is shown. With polyphenyl ether as the lubricant,
the pump starts satisfactorily using the lowest SNAP-8 system applied voltage
of 19 V, line-to-line, at a temperature of 70°F. Tests at 125°F demonstrated
that the pump will start at 5-5 V, line-to-line, an equivalent one pound-inch
of torque.
The pumped polyphenyl ether viscosity increases considerably at
lower temperatures which greatly modifies the pump performance. Since the
motor is flooded, the motor rotor, the pump, and bearings all contribute to
the requirement for more electrical power at lower temperatures. A series
of tests was conducted from an &CiF, 220-Hz start through to a 250°F, 400-Hz
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run with variable capacity. Using the k-OO-Ez data shown in Figure 5~56 as an
example, cold polyphenyl ether increases the input power and amperage , but
changes the pressure only slightly at a given lower capacity. Of course , the
system losses limit the maximum flow level as illustrated by the last system-
limited test points on the curve which increase with increasing temperature.
The 220-Hz data provide overall steady-state performance information up to
Figure 5~5T shows the pump performance variation with varying
voltage while operating at 400 Hz. The curves show that the motor is designed
for minimum current at 120 V (L-N or 208 V, L-L). If the unit is operated at
10$> low voltage , only a small current change will take place. The input power
and pressure rise will decrease with the higher motor slip (lower unit speed).
5.^.3-3 Miscellaneous Performance
a. ML Insulation. - To confirm the ability of the ML insulation
system to operate submerged in polyphenyl ether, a 20,088-hour endurance test
was made. A rewound commercial motor running submerged was used. A total of
1^ ,000 hours was accumulated at temperatures similar to the pump winding
temperature of 260 to 280 F with the last 6000 hours at temperatures
of 3^0 to 360 F. No significant change in insulation ground resistance took
place.
5- U.3.^- Environmental Testing
A SNAP-8 lubricant-coolant pump was vibration and shock tested at
the NASA LeRC test facility to specification NAS 1^7-2, Revision C. The pump
showed only slight damage in that the exterior housing-to-base surfaces were
galled. This was considered to be insignificant. Hydraulic performance tests,
before and after the vibration and shock testing, were conducted. These
indicated no change in pump performance. The details of this testing are
described in Reference 14.0,.
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5-5 BOILER
5.5.1 Development Background
In the SNAP-8 system, the NaK-to-mercury heat exchanger, or boiler,
is the interface between the heating fluid, NaK, and the working fluid, mercury.
Figure 5-58 shows schematically the relationship of the boiler to the other
major power conversion system components in the 90-kWe system. Figure 5~59
shows it in relation to the 35-kWe system.
During the evolution of the SNAP-8 boilers, three major design
improvements separate the initial design from the final boiler concept. This
evolution is shown in Figure 5-60. The first improvement was a change from a
tube-in-shell, cross-counterflow design to a tube-in-tube with pure counter-
flow. As a result, heat transfer improved with the increased NaK and mercury
flow. The change also provided accurate diagnostic data in terms of boiler
tube length. Along with the change from tube-in-shell to tube-in-tube, was a
decrease in the tubing ID from 0.902 to 0.652 inch, and in increase in the
number of tubes from h to 7 which resulted in a decrease of mercury flow area
from 2.56 to 2.3^ - square inches.
The second major change was in the mercury containment material from
9$ chromium - 1$ molybdenum steel (9M) and Haynes 25 steel to the refractory
metal, tantalum. References 50 and 51 detail the results of using 9M and
tantalum as mercury containment materials. The ramifications of this change
were fourfold.
(1) Since 9M or Haynes 25 was wetted only intermittently by liquid
mercury, the "dry-wall" boiling correlations based on SNAP-1
and SNAP-2 experience were applied. However, mercury does wet
tantalum above 1000 F. The heat transfer is improved in the
vapor-quality region of the boiler and is less sensitive to
contaminated, mercury-side surfaces.
(2) The 9M and Haynes 25 alloys were susceptible to NaK-side embrit-
tlement (carburization) and mercury-side corrosion/erosion.
Tantalum proved to be resistant to mercury corrosion and erosion.
These conclusions were reached during extensive metallurgical
programs using scale models of boiler configurations with RaK
and mercury at simulated operating conditions for long periods
of t ime.
(3) The use of tantalum created a need for a transition joint
between it and the Type 3l6 stainless steel since the two
materials cannot be joined by the standard welding methods.
Due to the large differences in thermal expansion between
tantalum and Type 3l6 stainless steel (ass/ata = 2-5)> a
means of accommodating the differential growth had to be
devised.
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Figure 5-58 9°-kWe System Schematic Showing Location of Boiler
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Figure 5-59 35-kWe System Schematic Showing Location of Boiler
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A bimetal boiler was designed using a stainless steel tube
coextruded with a tantalum inner liner for mercury containment. The purpose
of the tantalum was to improve wetting by the mercury which improves
"conditioning"* of the boiler. An experimental l/7th-scale, single-tube
bimetal boiler was designed and tested to investigate the bimetal tube and
bimetal tube joint structural reliability, and the single-fluted helix
configuration for heat and momentum transfer performance characteristics.
A 1200-hour test showed that the design had excellent and immediate perform-
ance throughout its operation. This meant that clean mercury flow-passage
surfaces were provided and maintained in the leak-tight mercury loop. A full-
scale boiler design was completed, and one was fabricated. However, this
boiler was not used because the double-containment design was preferred over
the coextruded, bi-metal design.
The third design change was from single-wall mercury containment to
double-wall containment (Figure 5~6l). This concept meets the requirements
of a man-rated system which specifies double isolation between the radio-
active primary loop NaK and the mercury loop. Each tantalum tube is placed
inside a Type 321 stainless steel tube, with the volume between the two tubes
filled with static (nonflowing) NaK. Seven of these double tubes are placed
within an outer tube which contains the flowing NaK. This design is termed
the bare-refractory, double-containment (BRDC) boiler.
Tests were made using an experimental tantalum/stainless steel,
double-containment, single-tube boiler indicated that the two most important
requirements for proper conditioning of the boiler were cleanliness of the
boiler tubes, and the assurance of a vacuum-tight system to preclude surface
oxidation.
During the design period of the bimetallic boilers, NASA-LeRC
designed and fabricated an all tantalum tube-and-header configuration for the
mercury with a double-containment feature utilizing static NaK as the heat
transfer fluid between the flowing NaK in the primary loop and the mercury.
The bimetal tube boiler was designed as a 30-ft long assembly; however, the
NASA-LeRC bare-refractory, double-containment boiler was fabricated as a 3T~ft
long assembly to coincide with the mercury and NaK interfaces of the 35~kWe
ground test system.
*The term conditioned," when used in reference to SNAP-8 mercury boilers,
really describes how well heat is transferred from the inner surface of the
mercury containment tube to the mercury. When the liquid mercury "wets" the
tube surface, heat transfer is rapid and efficient. A boiler operating at
the optimum level of heat transfer is termed "conditioned." A number of things
can inhibit the ability of the mercury to Vet" the mercury containment material
various contaminants, the rate of mercury flow, and the method by which the flow
is directed through the containment tube'. Tantalum wets as a function of time-
temperature and surface cleanliness. If the surface is clean, tantalum will wet
immediately. When wetting is poor, heat transfer is less than optimum, and a
boiler is said to be "deconditioned." Heat transfer to the mercury results in
a decrease in NaK temperature. Hence, the slope of a 'NaK temperature profile
corrected for heat loss is directly proportional to the local heat flux. A
decrease in the slope of the temperature profile in the boiling section is a
typical indication of boiler performance degradation or deconditioning.
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The first three BRDC boilers vere designed and fabricated by WASA-
LeRC. BRDC Boiler Wo. 1 was tested in the LeRC W-l and General Electric
test facilities. BRDC Boiler No. 2 vas tested exclusively in the Aerojet
35-kWe facility, and BRDC Boiler Wo. 3 was tested at the LeRC W-l test loop.
Boiler Wo. k was designed at Aerojet, fabricated at WASA-LeRC, and
tested in the Aerojet 35-kWe system facility for 1620 hours and 28 cycles
from March through June, 1970. Some deconditioning occurred during the ini-
tial runs due to system contaminants. However, as testing progressed, the
boiler became conditioned and its performance met-all design criteria. Wo
instability was observed over the extreme range of off-design testing, and
no failures or incipient failures occurred. One-area of concern was a high
circumferential thermal gradient ( ~ 500°F) in the shell between the mercury
inlet and the WaK outlet collector ring. The measured thermal map was similar
to the one for BRDC Wo. 2. It was deduced at the time of BRDC Wo. h design
that the thermal gradient in BRDC Wo. 2 was due to forced convection of the
flowing WaK past the baffles. BRDC Wo. k employed a very low-leakage baffle
as well as evacuated annular tubes surrounding the mercury containment tantalum
tubes in this area to reduce heat transfer from the WaK to the colder mercury.
Further analysis indicated that natural convection was the predominant mecha-
nism for nonsymetrical circumferential thermal gradients, resulting in stratif-
ication of the WaK (the colder, more dense fluid gravitating to the bottom).
With- the changes in system configuration and performance criteria
that accompanied the development of the 90-kWe system, BRDC Boiler Wo. h
became obsolete. The design of the new BRDC Boiler Wo. 5, which will meet
the new system requirements, has been completed. The number of tubes was
increased from seven to twelve and was designed in an "S" configuration
rather than being helically coiled, as the previous boilers had been. The
design is shown in Figure 5-60.
The remaining portion of this boiler report will concentrate on
the mechanical design, thermal design, interfaces, and predicted performance
on BRDC Boiler Wo. 5- Boiler Wo. 5 will be compared to Boilers Wo. 1 through
Wo. U for purposes of referencing design changes and presenting calculated
performance. The philosophies and criteria used for the design of boilers
are covered in detail in Reference 52.
5.5.2 Design Description
Common to all bare-refractory, double-containment boilers is a
header arrangement for both the tantalum and stainless steel tubing with the
tantalum headers outboard of the Type 316 stainless steel headers. All of
the BRDC boilers utilize transition joints at both the mercury inlet and
outlet. These transition joints provide the means of connecting the tantalum
tube/header system to the stainless steel outer WaK containment tube. The
tubing which forms the second wall between the mercury and the primary WaK is
of Type 321 stainless steel to form the barrier between the primary WaK and
the static WaK systems. In all the BRDC boilers, the primary-loop WaK enters
and exits perpendicular to the mercury flow axis or boiler tube axis and is
unbaffled throughout the boiler length. Boilers Wo. h and Wo. 5 were designed
with WaK helical turbulator coils rather than baffles, in the high heat flux
(liquid and low quality mercury) section to preclude WaK stratification.
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The mel-cury-side geometry in the boilers consists of an inlet flow
restrictor, a l6-groove multipassage plug insert, and swirl wire extending
from the plug insert end to the mercury outlet. Pictorial representations of
BRDC Boiler No. 1, 3, U and 5 shown in Figures 5~62, 5-63, and 5-6U (since
Wo. 1, Wo. 2, and Wo. 3 are similar, only Wo. 2 is shown). A comparison of
design features of the various boilers is given in Table 5-XI.
All mercury-side components such as headers, concentric reducers,
plug inserts,^tubing, and mercury inlet orifices, are of pure tantalum. The
exceptions are the swirl wire which is made of 90$ Ta/10$> W and the TA/316SS
bimetal joints. The components and subassemblies, that comprise the BRDC
Boiler Wo. 1 through Wo. 5> have consistently been fabricated with the same
type of materials.
Comparing the overall configuration of BRDC Boiler Wo. 2 and Wo. k,
all of Boiler Wo. k lies within the envelope generated by the coiled shell
while Boiler Wo. 2 does not. This difference represents a move from the pre-
prototypic to a prototypic design. BRDC Boiler Wo. 5 design is the prototype
design planned for the 90-kWe SWAP-8 system.
5-5-3 Design Requirements and Criteria
As system requirements for the boiler were amended and the results
of boiler technology programs became available, new operating req.uirem.ents,
design criteria, and interfaces were established which had to be met by the
boiler design. Table 5~XII lists the nominal design parameters and require-
ments for BRDC Boiler Wo. 1 through Wo. 5 as dictated by revisions in the
state-point operation of the power conversion system. The values of Boiler
Wo. 1 through Wo. k are similar in almost all instances with the exception
of mercury vapor pressure drop, inlet pressure, and pinch-point temperature
difference. The decrease in vapor pressure drop from 85 to 65 psia was pri-
marily due to a decrease in plug-insert length from *4-.0 to 3-5 ft. The
attendant decrease in inlet pressure and pinch-point temperature difference
from 395 to 375 psia and 57 to U3 F are directly attributable to the decrease
in plug-insert length. The relationship of vapor pressure drop and pinch-
point temperature differences is discussed in the section on thermal design.
Differences in the operating conditions between Boiler Wo. h and
Wo. 5 resulted from a reduced reactor operating temperature and an improved
cycle efficiency. The reduction of the mercury-side pressure drop by a
factor of two while maintaining boiler stability and a tube ID of 0.652 inch
necessitated a change in the number of tubes from seven to twelve. Other
operating criteria for BRDC Boiler Wo. U and Wo. 5 which itemize emergency,
maximum, and minimum conditions are listed in Tables 5~XIII and 5~XIV.
Mechanical design criteria used for BRDC Boiler Wo. h and Wo. 5
were as follows:
• The boiler envelope and interfaces shall be as described by
the power conversion system requirements.
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Figure 5-62 BRDC Boiler No. 2 with Mercury Inlet Section Removed
Figure 5-63 BRDC Boiler No. h Prior to Installation in 35-kWe System
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Figure 5-6U BRDC Boiler Wo. 5, Cutaway View
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TABLE 5-XI COMPARISON OF BARE-REFRACTORY DOUBLE-CONTAINMENT BOILER GEOMETRY
BRDC Boiler No.
Design Items
Number of tubes
Boiler length, ft.
MPP length, ft.
NaK tube OD, in.
Tube spacing, in.
Swirl wire diame,ter, in.
Swirl wire pitch, in..
NaK turbulator coil diameter,
NaK turbulator coil,pitch, in.
Tantalum- tube OD, . in.
Tantalum tube ID," in.
Oval tube .minor OD, in.
Oval tube major OD, in.
Oval tube wall thickness, in.
Transition joint type
Bellows material
Static NaK 02 getter material
Boiler dry weight, Ib.
Boiler wet weight, Ib.
Boiler shape
Boiler coil diameter, in.
Boiler coil pitch, in.
Primary NaK volume, iru 3
Static NaK volume, in.
Hg volume, in.^
Hg inlet orifice diameter, in.
No. of tube bundle supports
_J^ 2,
 3 -
7 '
37.0
4.0
5.0 , ^
1.56-^ '
0.062
2.0
in. none
none
0.750
0.652
0.88 ,2*
1.098^  ;
0.040
brazed and
coextruded
Type 304 SS
Zr foil
845
1110
Helix
straight ends
48
10
5486
1155
1235
0.075
16
4
7
25.0
3.5
5.0 , ^
1 . 62 -
0.062
2.0
0.125
6.0
0.750
0.652
0.88
 (3,
1.265 '
0.049
coextruded
sleeve
none used
Zr foil
572
742
Helix-fully
coiled
54.25
6.0
-3697
923
835'
0.070
10
5
12
21.0
2.7
7.62
annular
0.062
2.0
0.125
6.0
0.750
0.652
0.88 ,M
1.4651 '
0.049
coextruded
sleeve
none used
Zr foil
833
1030
S
25- radius
none
4649
1510- -
1203 •
0.050 •:
1
(Dn,
(2)
(3)
Dimension shown is on an equilateral triangular array
Made from 1.0 in. OD x 0.040 in. wall Type 321 SS
Made from 1.125 in. OD x 0.049 in. wall Type 321 SS
Made from-1.250 in. OD x 0.049 in. wall Type 321 SS
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TABLE 5-XII NOMINAL DESIGN,OPERATING PARAMETERS - BRDC BOILERS
Boiler No.
Parameter
NaK flow, Ib/hr
NaK inlet tempera ture , F minim-urn
NaK temperature drop, °F
Maximum NaK AvP, psid
Mercury (vapor) flow, Ib/hr
Mercury (vapor) exit pressure, psia
Mercury (vapor) exit temperature, °F
Mercury (liquid) inlet temperature, °F
Mercury (vapor) AP, psid
Mercury (liquid) orifice ^ P, psid
Mercury inlet pressure, psia .
Maximum total mercury AP> psid
Pinch-point AT, °F
Boiler terminal AT, °F
Mercury vapor superheat, F
Thermal power, kW
Stability &/?, %
1, 2, 3 .
48500
1280
170.
3
11800
265
1250
500
85
55
395
Iki
57
30
190
517
± 2.0
4
U8500
1280
170
3
12300
255
1250
500
65
55
375
141
3^
30
190
517
± 2.0
5
571^ 8
1185
170
3
13775
1U8
1165
350
32
1^ 3
323
175
38
20
197
600
± 2.0
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• No bellows shall be used to accommodate the differential
thermal expansion between the tantalum and stainless steel.
• The mercury lines at the inlet and outlet shall incorporate
a coextruded tantalum-to-stainless steel transition joint.
• The boiler shall utilize multipassage plug inserts and swirl
wire turbulators in the tantalum tube.
• Double containment, utilizing stagnant (nonflowing) NaK as
the heat transfer fluid between the tantalum tube OD and the
Type 321 stainless steel oval tube ID, shall be employed.
• The tantalum tube shall be placed in the Type 321 stainless
steel tube such that the clearance will accommodate the
differential thermal expansion.
• WaK flow in and out of the boiler shall be manifolded through
tee's or collector rings to uniformly .distribute the fluid
.and to lessen the system piping loads at the shell.
• The boiler design shall be capable of- continuous steady-state
operation for 5 years and a maximum of 100 cycles. A
cycle is defined as cold mercury injection with the boiler at
the operating temperature to shutdown with the boiler cooling
to 100°F.
• The boiler design for stress shall include 1$ creep in
5 years and low cycle fatigue.
5«5-^ Mechanical Design
Boiler No. 5 was designed for an effective boiler length of 21.0 ft
from the flowing NaK inlet port to the WaK outlet port, as shown in Figure 5-65.
The two radii of the S-shaped boiler are identical at 25.0 inches. The NaK
containment tube, or shell, is 7-625 inches outside diameter with a 0.120-inch
wall of Type 3l6 stainless steel. The WaK shell was designed to be first
coiled, then split in two halves and welded along the centerline perpendicular
to the plane of the curvature. The NaK inlet and outlet tees, or manifolds,
are also designed in two halves, welded along their centerline parallel to the
plane of the 3-inch inlet and outlet ports.
The 12-tube bundle is spaced in an annular array, co-axial with a
central tube which has a 3-5~inch outside diameter and a 0.090-inch wall.
This central tube, which is evacuated and sealed, decreases the flowing NaK
inventory, and helps to support the tube bundle. Seven tube bundle supports
are placed throughout the boiler tube length - two in each 180-degree bend
section and one in each of the three straight sections.
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NaK-side turbulator wires are wound on the 3«5-inch central tube
and around the tube bundle. The wire diameter is 0.125 inch, the helix pitch
is 6 inches, and the material is Type 316 stainless steel. The wires are
wound with opposite helixes to more effectively turbulate the NaK flow. The
turbulator coils extend from the NaK outlet tee for a distance of 10.0 ft
along the boiler.
The overall design described above and the detailed descriptions to
follow have incorporated the best design features of Boilers Wo. 1 through
No. U plus design considerations to minimize circumferential and axial thermal
gradients at the mercury inlet end of the boiler.
5.5A.1 Mercury Inlet Section
The' inlet header is shown in Figure 5~^5 as a centrally located,
axial entry configuration. A coextruded, tantalum-to-Type 3l6 stainless steel
transition joint is shown identical in size and length to the joint success-
fully used in Boiler No. k- for 1600 hours and 28 starts. The tube is 1.25
inches OD by 0.750-inch ID.which includes a 0.150-inch wall of Type 3l6 stain-
less steel and a 0.100-inch wall of tantalum. The tube is electron-beam
welded to the stainless steel end cap. The total length of the bonded area
of the transition joint is 8.0 inches. The tantalum concentric reducer is
also electron-beam welded to the transition joint.
The evacuated annular insulator between the tantalum dome and the
shell reducer is designed for thermal management. The phenomenon of induced
convective patterns, wherein the colder and heavier NaK surrounding the
tantalum tubes sinks, has been a persistent problem in all boilers tested.
The design minimizes this effect by the use of the axial honeycomb structure
in the area between the stainless steel header and the tantalum header.
The oval static NaK tubes surrounding the 12 tantalum tubes are
spaced on a 5-625-inch diameter circle (Figure 5-65); the spacing provides for
more evenly distributed NaK flow. The 0.050-inch diameter orifices at the
entrance of the tantalum tubes were calculated to produce a pressure drop of
1^3 psid at full flow conditions. The pressure' drop versus flow for the
orifice, added to the pressure drop versus flow for the remainder of the
boiler was calculated to ensure a positive slope throughout all phases of the
startup and steady-state operation of the boiler. This was a requirement of
the SNAP-8 system to preclude problems in control and reactor operation.
The tantalum plugs placed in the tantalum tubes downstream of the
orifices are 2.J-ft long. Sixteen equally spaced helical grooves are cut
along the length of each plug at a 6-inch pitch. Circumferential annuli are
cut at 10-inch intervals to ensure a redistribution of mercury flow, should
a helical groove become blocked or not perform properly. The tantalum tube
is swaged onto the tantalum plug. The swaged plug assemblies and the orifices
were planned to be tested with water to determine the actual pressure drop
through each.
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A coiled 0.062-inch diameter wire (90% tantalum - 10$ tungsten)
with a 2-inch pitch was placed downstream of the plug for the remaining
length of the tantalum tubes to maintain a centrifugal field for mercury
droplets in the vapor so that the droplets would contact the hot tantalum
tube walls and vaporize. '
Zirconium foil is shown in the tantalum dome area and the space
between the tantalum header and the stainless steel header (Figure 5~65).
Zirconium was found to be an excellent hot getter for dissolved gases in the
static NaK as evidenced by the post-test analysis of Boiler No. 1 and No. 2.
The boiler shell is shown expanded radially in the area between the
stainless steel header and the tantalum header to allow, for the annular
vacuum chamber within the shell. The purpose of this vacuum insulator is
discussed later in this report. '
5.5.if-.2 NaK Inlet and-Outlet Manifolds • '
The NaK inlet and outlet manifolds are designed as collector rings
which surround twelve 1.25-inch diameter holes spaced between mercury tubes
and drilled into the 7-625-inch OD flowing NaK shell. The headers are forged
in two parts and welded in the plane of the 3-inch port.
The predominant reasons for the manifold design are (l) better
distribution of heat in the critical zones where shell failures had previous-
ly occurred on earlier boiler designs, and (2) the uniforn distribution of
the NaK entering and leaving the boiler. The acceptability of the design was
borne out by plastic model tests with water'as well as by the results of •
Boiler No. h tests. Mixing of the NaK leaving the boiler results in better •
measurement of the NaK mixed-mean temperature which is essential if good
thermal performance data are to be obtained.
5.5.^ .3 Tantalum Tube Bundle and Static NaK Tubes
The 12 tantalum tubes are of equal 21-ft lengths. They are not
coiled along their lengths as in Boilers No. 1, 2 and 3 which were coiled to
obtain equal length tubes in a coiled boiler. Boiler Wo. k was not coiled
however (resulting in unequal lengths), and its performance met all design
criteria. The tantalum tubes are 0.75-inch OD by 0.0^ 9-inch wall (the same
as Boiler No. U).
Each tantalum tube is placed in a Type 321 stainless steel oval
tube which contains static NaK. The tantalum tube must then be held against
the side of the oval tube so that it is at the greatest radius in both halves
of the S-shape. This means that the tantalum tube must cross over in the
straight mid-section of the S (see'Figure 5-65). Since the coefficient of
thermal expansion for the stainless steel oval tube is more than twice that •
of the tantalum tube, the oval tube will grow outward (or to a larger diameter)
relative to the tantalum tube. Consequently, no loading will be experienced
between the two metals as the boiler is heated or cooled. Seven lattice-type
spacers hold the tubes in the proper positions relative to the evacuated center
tube and the NaK shell.
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A 0.125-inch diameter wire with a pitch of 6 inches is wound on the
center.tube for 10 ft, starting at the mercury inlet, prior to installation
of the 12 tantalum tubes and stainless steel static NaK tubes. Another wire
of the same diameter, pitch, and length is wound on the outside of the 12
tubes counter-rotational to the wire on the center tube. The purpose of
these wires is to promote mixing of the flowing NaK in the section of the
boiler where the greatest amount of heat transfer occurs. The adequacy of
this configuration was vividly demonstrated in a full-scale plastic model of
the boiler through which dye was injected in flowing water. The test also
confirmed the calculations of the flowing NaK-side pressure drop.
5.5.U.4 Evacuated Center Tube
The center tube runs the full length of the boiler and is attached
to the stainless steel headers. It is formed to shape, evacuated to 10
torr, and seal-welded. This tube was placed in the center of the tube bundle
coaxial with the shell. The main purpose of the tube is to decrease the NaK-
side free flow area which results in a NaK velocity of 3-^- fps. With this
velocity, the Reynolds number is 110,000 and assures turbulent flow and good
heat transfer.
5.5-^-5 Mercury Outlet Section
The mercury vapor outlet, like the liquid mercury inlet, is a con-
centrically located, axial discharge configuration. A coextruded tantalum-
to-Type 316 stainless steel transition joint, identical in diameter, length
and wall thicknesses to that successfully used in Boiler No. k for 1620 hours
and 28 starts, is shown in Figure 5-65- The outlet tube is 2.26-inch OD by
1.76-inch ID with a 0.150-inch wall of Type 316 stainless steel. The total
length of the bonded area of the joint is 8.0 inches, the same as the mercury
inlet joint. Zirconium foil is used in the static NaK area surrounding the
bimetal joint-to-dome weld for hot gettering interstitials in the NaK.
5- 5-^-6 Stress Analysis
Table 5-XIV itemizes the operating criteria used for the stress
analysis of Boiler No. 5- The criteria define the transient, steady-state,
and maximum conditions for the flowing NaK side, mercury side, and the static
NaK side. Table 5-IX defines the expected boiler-to-system interface loads.
The stress computation methods, detailed hand calculations, results, and
conclusions appear in Reference 53- Particular emphasis was placed on the
mercury inlet section where the most severe pressure and thermal transients
occur.
The following areas were stress analyzed in detail using the
criteria for pressure and temperatures noted above with design safety factors
of 1.25 against creep and yield strength, 1.50 for ultimate strength, and
1.50 for fatigue strength.
• NaK shell
• Static NaK tube
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• Center evacuated tube
• Stainless steel mercury inlet header
• Stainless steel mainfold sections
• Stainless steel vacuum insulators
• Mercury inlet section
• Mercury outlet section
• Overall boiler stresses with recommended system mountings
The mercury inlet and outlet sections were analyzed with the use of
the thermal data discussed in the next sections in conjunction with a finite
element computer program (References 52 and 53). These sections have axisym-
etrical geometry and pressure/temperature distribution directly suited to the
application of this computer program. The shell, tubing, stainless steel
headers, stainless steel manifolds and the vacuum insulators were calculated
by hand. Low-cycle fatigue analyses employed the Manson equation and the
finite element computer program, where applicable. Thermal ratcheting was
also considered.
The bimetal coextruded transition joints were stress analyzed and
the results compared to those values obtained from the Boiler No. k analyses
since the joints in Boiler Wo. 5 have the same dimensions as those in
Boiler No. U.
Analysis of the boiler shell stress levels was made for the mount-
ing scheme shown in Figure 5~66 using a piping flexibility computer code.
Here the boiler cross-section was transformed into a pipe with an equivalent
section modulus. It should be noted that the boiler is shown "cold sprung"
so that the boiler shell stresses remain below the allowable during steady-
state hot operation. The stresses in the boiler shell are also below the
allowable limits at room temperature when the cold springing is performed.
The results of the analysis showed that this was an acceptable method of
mounting the boiler (Reference 53).
5,5.5 Thermal and Dynamic Design
5.5-5-1 Mercury-Side Heat Transfer, Dynamics and Performance Evaluation
Boiler No. 5 was designed, from the heat-transfer viewpoint, with
the same approach used for Boiler No. h. The heat and momentum transfer
correlations for the mercury side of the boiler were for a two-phase, helical-
flow regime with wetted tube walls. The correlations developed for the boiler
heat transfer design were formulated into the BOiler DEsign and PErformance
(BODEPE) analysis computer code (References 52 and 5^ 7-" This computer code
was used to evaluate 1/7-scale and full-scale boiler actual performance data
with the predicted performance. The results of the 1/7-scale boiler evalua-
tion .were applicable to the Boiler No. k design, and provided the basis for
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Figure 5-66 BRDC Boiler No. 5 Mounting Scheme
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determining many of the performance-related aspects of the boiler design.
The soundness of the mercury-side correlation and the 1/7-scale analysis were
borne out by the excellent performance of Boiler No. h during tests in the
35-kWe system over a wide range of operating conditions.
Predicted performance of Boiler No. 5 at steady-state is shown in
Figure 5-6j. In Boiler! No. 5) there is no excess superheat length which was
normally added to the previous boiler designs as further margin to assure
complete vaporization of the mercury. This was not done for two reasons:
(l) the added length did not improve the performance in the tests of Boiler
No. 4 which had excess length, and (2) the envelope restrictions of the power
conversion system package precluded the addition of the extra length. Boiler
pressure variations are not expected to exceed the - 2% (the ratio of the vapor)
outlet pressure deviation to the vapor outlet pressure) that was experienced
with Boiler No. k (which was the most stable boiler tested in the SNAP-8
program). Table 5-XVI summarizes the thermal computation for Boiler No. 5
and corresponds to the performance predictions of Figure 5-67.
Comparative design data plots of plug insert pressure drop and plug
exit vapor quality versus pinch-point temperature difference of BRDC Boiler
No. 4 and No. 5 is shown in Figure 5~68. Reduction of the plug insert length
and the NaK temperature band while maintaining a specified pinch-point tempera-
ture difference decreases the plug insert pressure drop' and the plug, insert
vapor quality. This behavior is inherent to this plug configuration and test
results have shown the optimum pinch-point range is from 30 to JO F for a
given plug insert length. For less than 30 F difference, the plug exit vapor
quality is too low and boiler pressure variations become excessive. A dif-
ference greater than 70 F means that the plug insert pressure drop is ;too high,
thus reducing cycle efficiency.
Test data from BRDC boilers with plug lengths of k-.O ft, 3.5 ft,
and 3 ft showed that.the boiler pressure drop versus mercury flow increases
with flow to a maximum value then decreases as the flow is increased to the
rated value. It has been concluded that this behavior is characteristic of
this mercury-side geometry (a multipassage plug insert and a bare tube with
a swirl wire). Whether this effect is detrimental when the system is tested
with a reactor is not known, although system analyses indicate that thermal
shock of the reactor can occur as a result. However, it is desirable to have
a boiler that would have, at all conditions, an increasing pressure drop with
increasing flow. Figure 5~69 compares the mercury side pressure drop versus
liquid mercury flow for Boilers No. 2, No. 4, and the 1/7-scale boiler.
The pressure.drop through the short tube orifices upstream of the
plug inserts rises as a-square function of the increased flow. Therefore, by
choosing an orifice of the proper size, a'positive slope of total boiler
pressure drop (the sum of the boiler tubes and the orifices pressure drops)
is attained for any flow rate. The orifice size was calculated to be'0.050
inch in diameter with a square edge and 0.052-inch diameter orifice with a
well rounded entry radius. A plot of orifice AP, and total pressure drop
using an 0.052 inch square edge orifice is shown in Figure 5-70 for BRDC
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TABLE 5-XVI BRDC BOILER NO. 5 - PREDICTED THERMAL DESIGN
CHARACTERISTICS AND OPERATING PARAMETERS
Parameter
NaK Flow Rate
NaK inlet Temperature
NaK Temperature Drop ;
NaK pressure Drop
Hg Flow
Hg Exit Pressure
Hg Exit Temperature -
Hg Inlet Temperature
Hg Vapor Region Pressure Drop
Hg Flow Restrictor Pressure Drop
Hg Inlet Pressure
Pinch-Point Temperature Difference
Terminal NaK-to-Hg Temperature
Vapor Superheat
Mean Preheat Flux
Mean Multipassage Plug Boiling Flux
Mean Swirl Wire Boiling Flux
Mean Superheat Flux
Boiling Termination Point
Multipassage Plug Vapor Exit Quality
Thermal Power Required.
External Power Loss (Assumed)
Dimension
Ib/hr
OF
OF
psid
Ib/hr
psia
Op
OF
psid
psid
psia
OF
OF
OF
. Btu/hr-ft2
Btu/hr-ft2
Btu/hr-ft2 •
Btu/hr-ft2
ft
percent
kW
kW
NaK Inlet Temperature
Schedule
Low
57148
1185
170
~3
13775
148
1165
420
32
143
323
38
20
197
L18465
49237 •
57921;
5176
15.4
12
600
5
High
57148
1211
167
~3
13600
147
1190
420
'46
l4o
333
' 54
22
224
215553
71292
63338
5707
13.4
18
598
5
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Figure 5-68 BRDC Boilers No. k and No. 5 -
Performance Comparisons (Design Data)
ISO
0 BOILER NO. 2
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200O
Figure 5-69 BRDC Boilers No. 2, k, and 1/7 Scale -
Mercury Pressure Drop vs Liquid Mercury Flow
Boiler No. 5. The orifice pressure drop was determined to be 128 psid at
100$ mercury flow. The pressure drop using the 0.050-inch diameter orifice
was determined to be 1^3 psid which is in agreement with the value noted in
Table 5-XVI. The degree of positive slope for the total boiler pressure
drop would be greater using the smaller orifice as discussed in
Reference 50.
5.5.5.2 NaK-Side Pressure Drop
The power conversion system requirement allows for a boiler NaK-side
pressure loss of 3-0 psid, maximum. Preliminary calculations for Boiler No. 5
indicated a total pressure drop of 1.50 psid at 57,500 Ib/hr. Water tests of
a 10-ft long plastic model of the boiler corroborated the calculations (as did
similar tests for Boiler No. 4), the value being l.JO psid. The predicted NaK
pressure drop data for Boiler No. 5> based on the water tests, are plotted in
Figure 5~71.
Dye injection tests were employed to observe the effectiveness of
the NaK turbulator coils in Boilers No. k and No. 5. The tests were conducted
on the basis of equal velocities (i.e., the water velocity = NaK velocity) at
2.5; 3-0, 4.0, and 5-0 fps. The Reynolds numbers for water at these velocities
.were much lower than the NaK Reynolds numbers for the same velocities. From
test observations, good mixing occurred at velocities from 3-0 to 5-0 fps
within 1.0 to 1.5 feet from the point of injection. At 2.5 fps, the mixing
was slower and took about 2.5 ft to develop. The tests described above were
run for the tube bundle. Eye tests in the NaK manifolds were made at the same
water velocities noted above. At all velocities the dye was distributed evenly
throughout the manifolds almost immediately. The flow model was full-scale in
cross section with respect to internal dimensions.
The vacuum chamber between the stainless steel header and the tantalum
header (see Figure 5-65) is necessary to reduce the thermal gradient across the
stainless steel header. The vacuum chamber between the tantalum dome and the NaK
shell is required to reduce the thermal gradient in the shell and in the area
adjacent to the end of the NaK outlet manifold. The static NaK volume in this
area is minimized to decrease the available heat to the cold mercury during
startup; this reduces the thermal gradient in the axial direction.
The compartmentalization (axially oriented honeycomb) of the area
around each tantalum tube between the stainless steel and tantalum headers
is an approach designed to minimize the natural convection of the static NaK
as the colder mercury flows through the tantalum tubes. The NaK outlet
manifold is placed around this area to further reduce the natural convection
by supplying heat over the entire circumference. These approaches were not
employed in the Boiler No. 2, although the method of manifolding was success-
fully demonstrated with Boiler No. 4.
An analysis of the natural convection phenomenon in liquid metals
can be seen in Reference 50 . It should be pointed out that there is very
little information available on the natural convection of liquid metals with
the tubes-in-shell configuration described herein, operating in a horizontal
attitude.
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5.5.5-3 Boiler Thermal Analysis
The analyses and results of the various design approaches for an
acceptable mercury inlet section that vould meet the startup transient and
steady-state conditions are summarized below. The analyses were concerned
with the following criteria:
• The inlet dome mercury volume should be as small as possible
to minimize the time to fill during startup, yet not be so
small that mercury boiling and flashing in the dome causes
such a high back pressure (due to the small orifices) on the
mercury pump that startup becomes impossible. This can occur
since the boiler is preheated to the NaK inlet temperature
prior to mercury injection.
• Wo thermal gradients in any of the materials should be so
high as to cause thermal stresses which exceed the allowable
strength of the materials during the transient and steady-
state operating conditions.
However, it became evident as the design evolved, that the thermal
gradients in the dome were too severe for a thick, flat dome which held the
mercury volume to a minimum. A thinner, fairly flat dome was unacceptable
from a pressure-stress standpoint. It was determined that a hemispherical
head was the least stressed but it also resulted in an unacceptably large
mercury volume. An elliposoidal dome proved to be the most acceptable as to
stress, size and mercury volume. This configuration was analyzed for the
transient and steady-state conditions. At the same time, the mercury inlet
steady-state temperature was decreased from ^20 to 350 F, in keeping with the
latest change dictated by the change from the four-stage turbine to the dual
multistage reaction turbine concept (90 kWe system).
5.5.6 System Interfaces
Earlier in this section, the system requirements were outlined and
discussed with regard to the boiler. The following discussion deals with
the constraints the boiler places on the system.
The S-shape of the latest boiler design requires that it be supported
in a manner that will minimize excessive loads transmitted to the turbine inlet
and to prevent excessive stresses in the boiler shell. The loads transmitted
to the turbine inlet are due to the thermal growth of the boiler and turbine in
two planes. Minimization of these loads to the required values was done by
looping the piping between the turbine inlet and boiler outlet and anchoring
the mercury outlet end of the boiler rigidly. To prevent over-stress in the
boiler shell, the boiler is coldsprung so that, as it heats up, the thermal
growth will return the boiler to the as-fabricated shape. This mounting scheme
was shown in Figure 5-66. The spring mount is used since there will be some
rotation of the boiler straight section and requires that the mount have some
resiliency.
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Other constraints on the system that result from placing the looped
piping between the boiler and turbine inlet are the allowable line pressure
drop and allowable stress.
Liquid mercury inventory in the boiler inlet area affects system
startup rates and the attempt was made to keep this volume or weight to a
minimum (about 25 lb). From the standpoint of boiler thermal gradients and
stress, the minimum weight that was attained was 35-6 lb. From the system
viewpoint, this may require an increase in the initial mercury flow ramp
with time in order to compensate for the increase in inventory before flow
through the orifices and boiler tubes begins.
The double-containment feature of the boiler requires a volume
compensator (metal bellows expansion reservoir) to accommodate the static
NaK thermal expansion as the boiler is heated to operating temperatures.
This means that the system needs additional piping, increased system weight
and must provide space for mounting the expansion reservoir.
5.5-7 Performance
5-5-T-l Steady-State Performance Mapping
The Boiler design was completed in October 1970. However, this
unit was not fabricated. Therefore, Boiler Wo. 5 performance will be dis-
cussed in terms of Boilers No. k and No. 2 data by comparing steady-state
operating parameters such as liquid carryover, NaK temperature profiles,
stability, mercury-side pressure drop, terminal temperature difference, and
NaK-side pressure drop. Discussion of operating problems is presented in
the form of structural failures, contamination of the boiler mercury flow
path, and material analyses of Boilers No. 2 and No. k, and how these results
are related to Boiler No. 5-
The purpose of the steady-state performance mapping was to observe
the boiler performance over a wide-range of off-design conditions. The
ranges covered in the Boiler No. k mapping were:
• Mercury flow 3,000 - 12,000 Ib/hr
• NaK flow 25,000 - ^9,000 Ib/hr
• NaK inlet temperature 1,150 - 1,300°F
These ranges of parameters extend from the design point to lower flows and
temperatures which simulated Boiler No. 5 operation at the 1200 F power
conversion system state-point (see Table 5~XIl)-
Figure 5~72 is a carpet plot of the mercury vapor pressure drop
associated with the preheat boiling and superheat regions of Boiler No. h.
The magnitude of the pressure drop corresponds to predicted values. As was
described earlier, each of the curves has an inflection point and negative
slope of pressure drop with increasing mercury flow. Note that the inflec-
tion point of the curves is a function of the NaK flow, NaK inlet temperature,
5-133
and plug insert length. These curves are characteristic of the mercury vapor
pressure drop behavior of Boiler Wo. 5 also; only the magnitude of the values
vould be reduced for Boiler No. 5- During test, this negative slope phenome-
non gave rise to some system instability (i.e., the NaK heater response) and
would be an undesirable condition to have in a reactor system. Figure 5~70
shows that the slope can be kept positive by simply sizing the orifice; this
was done on the Boiler No.. 5 design.
Variation of the pinch-point temperature difference* with NaK flow,
mercury flow, and NaK inlet temperature is shown in Figure 5-73 for Boiler
No. k. These data show the pinch-point temperature differences at which the
boiler operated for the various test conditions. The plot is representative
of how Boiler No. 5 pinch-points will vary with lower ranges of operating
conditions.
The stability of Boiler No. U, as measured by fluctuations of the
mercury outlet pressure, was less than +_ 1% at 1300°F and less than + 2.0% at
conditions simulating Boiler No. 5 design conditions. The maximum instability
measured on Boiler No. h was +; k.Ofy and occurred at a pinch-point temperature
difference of about 8.0 F. The Boiler No. 5 design is expected to be within
+ 2%.
Vapor outlet end terminal temperature difference (NaK inlet at the
mercury outlet) is shown in Figure 5-7^  for Boiler No. h plotted as a func-
tion of NaK flow, mercury flow and NaK inlet temperature. The terminal
temperature difference corresponds to the design prediction, at a value
between hO and 50 F. Boiler No. 5 terminal temperature differences are
expected to be about the same magnitude at design conditions and will vary
with changes in flows and NaK inlet temperatures in the same manner as did
Boiler No. k. It should be added that Boiler No. k- test data are all
measured with surface-reading thermocouples, as opposed to immersion types.
From previous boiler test experience, the immersion thermocouple when in the
vapor stream reads about 30 F higher than the surface type. Therefore, add-
ing 30 F to the mercury vapor temperature with the NaK temperature remaining
the same, a "true" terminal temperature difference becomes 10 to 20 F, which
gives a better comparison with the design expectations.
Also of interest is the observation that the terminal temperature
difference reaches a minimum for a given NaK flow and inlet temperature as
the mercury flow is increased. Then, as the mercury flow is increased further,
the terminal temperature difference also increases. These reversals in the
terminal temperature difference occur at pinch-point temperature differences
of between 8 to 20°F. The phenomenon is explained by the fact that, at low
pinch-point temperature differences, the plug exit quality of the mercury is
reduced. Also, the plug-insert is becoming flooded with liquid mercury with
most of the mercury boiling occurring in the unplugged tube region (swirl
wire only). With the boiling length increased, the superheat length is de-
creased, more liquid droplets are presented in the vapor stream, and the vapor
superheat temperature is reduced.
*The pinch-point temperature difference is defined as the difference between
the bulk temperatures of the mercury and NaK at the mercury vapor-to-liquid
interface. This point lies in the plug insert at the liquid mercury inlet.
NOK FLOW « 45,000 LB/HR NOK FLOW ' 37,000 LB/HR NOK FLOW • 25,000 LB/HR
Figure 5-f2 BRDC Boiler No. k - Performance Carpet Plot
(Mercury Vapor Pressure Drop)
NaK FLOW'49,000 LB/HR NOK FLOW' 37,000 LB/HR NaK FLOW = 25,000 LB/HR
Figure 5-73 BRDC Boiler No. U - Performance Carpet Plot
(Pinch-Point Temperature Difference)
5-135
With the increase in terminal temperature difference, there was
evidence that the boiler became less stable. This effect, however, would not
significantly affect Boiler Wo. 5 operation at these low pinch-point tempera-
ture differences would not be encountered over the reactor dead band or at
the system state point. Figure 5~75 is a plot of Boiler No. k terminal
temperature differences at conditions simulating Boiler No. 5 operation at
the system state-point.
A test was conducted to evaluate the boiler response to the normal
variation of the boiler NaK inlet temperature or reactor temperature deadband.
The responses of key boiler parameters over a range of 1170 to 1235 F is shown
in F.igure 5~?6 together with the predicted responses. The results were in
accordance with the expectations. The fact that the boiler pressure drop test
data are higher in magnitude than the predicted is due to the difference in
plug insert lengths of Boilers No. k- and No. 5-
Although boiler performance is primarily gaged in terms of the
mercury-side parameters, another important boiler parameter which relates to
system operation is NaK-side pressure drop. Figure 5-77 presents the pre-
dicted and actual Boiler No. k NaK pressure drop as well as the predicted
Boiler No. 5 NaK pressure drop. The predictions for both Boiler No. k- and
Boiler No. 5 were based on water flow tests of cross-sectional, full-scale
plastic flow models discussed earlier. In view of the good agreement between
the actual and predicted pressure drop for Boiler No. k, it is expected that
Boiler No. 5 NaK-side pressure drop will be as shown. Variations of the NaK
temperatures are not sufficient to cause any measurable discrepancies between
the calculated and actual values since the NaK density changes by only 2$>
over a range of temperature from 1150 to 1300 F.
5.5-7«2 Boiler Performance Degradation
During testing, thermal and dynamic performance declined in Boilers
No. 2, No. 3 and No. k. The loss in performance was observed by noting a
change in mercury vapor pressure drop, a decrease in the NaK temperature pro-
file in the plug insert and boiling sections, and an increased terminal tem-
perature difference. The times when boiler performance degradation occurred
were different for Boilers No. 4 and No. 2, or No. 3; however, Boiler No. 4
deconditioned within four minutes after initial startup, remained that way
for four days, and then returned to conditioned operation for the remainder
of the 1620 hours of operation. Boilers No. 2 and No. 3 conditioned initially
and their performance declined gradually over a period of operation. Figure
5-78 graphically illustrates the difference between a conditioned and a decon-
ditioned boiler and represents a degradation of plug insert effectiveness
(i.e., lessening of heat transfer) for Boiler No. k. The loss of plug insert
effectiveness could be caused by enlargement of the plug grooves by corrosion,
erosion, by a film of surface oxides and contaminants, or by a combination of
all these. Corrosion and erosion have been eliminated as the causes since
post-test examination of the Boiler No. 2 tantalum surfaces revealed that these
conditions did not occur. Boiler No. 1 was operated in excess of 15,000 hours
without pressure drop or plug insert heat transfer degradation. Since the test
facility did not contain sources of oil contaminants, Boiler No. 1 was not
expected to degrade. Examination of Boiler No. 1 pressure drop versus mercury
liquid flow showed it to behave in the identical manner as curve No. 1 of
Figure 5-79 for Boiler No. 2.
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NOK FLOW • 49,000 LB/HR NOK FLOW =37,OOO LB/HR NOK FLOW = 25,000 LB/HR
Figure 5-7^  BRDC Boiler Wo. k - Performance Carpet Plot
"' ' (Terminal Temperature Difference)
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BEFORE DECONDITIONING
AFTER DECONDITIONING
10 15
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Figure 5-78 BRDC Boiler Wo. h - Boiler Deconditioning
During Test in 35~kWe System
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Figure 5-79 BRDC Boiler No. 2 - Performance Degradation
Due to Oil Contamination of the Mercury
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After the initial conditioned run, Boiler Wo. 2 never returned to
a fully conditioned state. The fact that the unplugged tube length was over-
designed, allowed the boiler to behave in a stable manner and still produce
the.required superheat and vapor quality.
Boiler Wo. k- eventually returned to its predicted performance level
and remained conditioned. While the boiler was in the process of conditioning,
each shutdown resulted in a partial loss of performance. This cycle recondit-
ioning persisted only until the boiler became fully conditioned and future
shutdowns (28 in all) had no effect on the boiler performance. This improve-
ment over Boiler Wo. 2 was the direct result of minimizing oil contamination
(from the mercury pump and the turbine-alternator) and from a tighter control
of air in-leakage to the mercury loop.
5.5.7.3 Materials Analysis
Many materials studies were conducted .during the course of the SWAP-8
program to fully evaluate various metals in contact with WaK and mercury. Tests
were conducted in a l/19th-scale (based on SWAP-8 liquid mercury flow) loop
designated as Corrosion Loop Wo. 4 (CL-4). Materials tested were 9$ chromium -
1$ molybdenum steel (9M), columbium, tantalum and Type 316 stainless steel.
The degree of mercury wetting, mass transfer deposition, corrosion and erosion
were primary concerns. The significant results of the tests were:
• The magnitude of mercury corrosion was as predicted by the
corrosion analysis for the test section, however the pattern
of corrosion was not as predicted.
• Corrosion product buildup (mass transfer) at the liquid-vapor
interface of the entrance plug section was greater than
anticipated.
• The corrosion rate in the test section preheat region was less
than predicted for this test section but the pattern of corros-
• ion was as predicted.
• Immediate conditioning and good heat transfer performance at
initial startup indicated good mercury wetting of the metals
when the surfaces were clean.
• Mercury velocity has a significant effect on mercury corrosion
rate. Reduced velocities result in a reduction of the mercury
corrosion rate.
.A UUOO-hour corrosion test of 9M was conducted at the same time in
a Corrosion Loop Wo. 3 (CL-3) facility. Mercury and WaK corrosion potential
for a long period of time was evaluated, with the following results:
• Tube cracking was observed on the mercury-exposed side of the
9M tube and pitting of the 9M inlet plug was observed. The
greatest amount of pitting was noted where the heat transfer
from the WaK to the mercury was the greatest.
• Decarburization of the 316 SS shell exposed to NaK was noted
in the hottest section of the facility (1310°F) but there was
no evidence of corrosion.
• . The NaK-side of the 9M tubing exhibited decarburization as
well as surface cracking. No decarburization was observed
in tube sections where the NaK temperature was below 1270°F.
These tests made it apparent that 9M would not provide sufficient
mercury corrosion resistance to meet the SNAP-8 operating life requirements.
The CL-U facility was modified to evaluate tantalum as the mercury contain-
ment material. Both explosively-bonded and hot coextruded tantalum- inner
liner to 316 SS outer tubing samples were tested. The hot coextruded tubing
was determined to be superior to the explosively-bonded tubing. The most
important results of the investigations of tantalum as a mercury containment
material were:
• Tantalum has excellent wetting characteristics and good heat
transfer is-attained as a result.
• Air in-leakage and/or oil contamination deconditions the
tantalum wall, degrades the heat transfer and can eventually
destroy the tantalum liner.
• Chemical cleaning of the tantalum surfaces can be successfully
used on contaminated tubes to achieve rated heat transfer
performance. - .
A 1/Jth-scale (based on SNAP-8 liquid mercury flow) test facility
was built to more closely simulate an actual boiler relative to mercury
containment tube size and length. The test boiler (SB-l) construction was
of a bare tantalum tube in a double-containment 321 SS tube, with both being
contained in a 3l6 SS outer shell. The objectives of testing were:
• Evaluate the heat transfer performance of a bare-refractory,
double-containment boiler design.
• Evaluate the ability of the materials of construction to with-
stand long-term exposure to-SNAP-8 environments.
The principal conclusions of the testing were:
• A tantalum, double-containment design will meet the heat
transfer requirements of the SNAP-8 system.
• A tantalum boiler is sensitive to deconditioning by surface
oxidation and/or contamination but will recondition over a
period of time, depending on the degree of surface oxidiza-
tion or contamination.
• The NaK and mercury at temperatures up to 1300 F did not
degrade the strength or ductility of the tantalum tube and
welds.
• The mechanical properties of Type 3^6 S3 and 321 SS can be
degraded by sigma formation after long-term exposure to NaK
at temperatures up to 1300 F.
Another test section (SF-l), similar to SB-1 section, was fabricated
to evaluate a metallurgically bonded (explosively bonded) bimetal tube of
3l6 SS on a tantalum liner. The principal objectives of the testing were to
determine the following:
• The structural reliability of the bimetal tube concept for
mercury containment in the SNAP-8 boiler; specifically, the
tantalum liner, the tantalum-to-stainless steel bond, and
the bimetal weld joint.
• The mercury corrosion/erosion effects on the tantalum and
3l6 stainless steel.
• The potential for a 5 year life of an explosively bonded
bimetal tube.
The principal conclusions ascertained from the testing were:
• Explosively bonded bimetal tubing is suitable as a mercury
containment material if proper care is exercised during the
explosive bonding process to ensure that intimate contact
between the two metals is attained over the full surface of
the tubes.
• Tantalum has excellent resistance to corrosion from liquid
mercury.
• The use of Type 316 SS at temperatures above 500 F and exposed
to a mercury vapor quality of 88$ or less is unacceptable due
to excessive corrosion. Microstructural changes resulting
from extended exposure (greater than 2500 hours) at 1300 F can
cause degradation of mechanical properties in Type 316 SS.
Test section SB-2 was fabricated which included reduced tube and
plug lengths to simulate Boiler No. k for test evaluations prior to fabrica-
tion of the full-scale boiler. Test results indicated that the shorter plug
and tube length did not cause a decrease in the performance of the boiler.
The excess superheat length incorporated in previous boilers was deleted in
this design, yet the quality of the superheat was not degraded.
Many other peripheral test programs were conducted to ensure
materials compatibility with NaK and mercury including such studies as
mercury droplet vaporization, tantalum-mercury wetting experiments and
thermal contact resistances of surface deposits. These are noted in
Reference 52.
Other materials investigations related directly to full-scale
boiler designs and post-test analyses are discussed below.
a. Results of Tantalum/3l6 Stainless Steel Transition Joint
Thermal Cycling Tests.- Evaluation of low-cycle fatigue effects by thermal
cycling was performed on representative Ta/3l6 SS coextruded tube specimens
after 5353 hours exposure at 1350°F, and 275 thermal cycles between 250 and
1350 F. The results and conclusions from the tests are summarized below:
The specimens did not debond, nor was there any evidence of a
tendency to debond. The tantalum liner was ultrasonically inspected without
detection of defects.
Tantalum hardness increased from Rockwell B (RB) 78 before testing
to RB 85 after hQ6k hours at 1350°F measured within 0.010 inch of the bond
interface. This effect was attributed to interstitial element diffusion
from the 316 SS to the tantalum. The 3l6 SS hardness increased from a pre-
test value of RB 86 to RB 90 after h86k hours at 1350°F
A 7% decrease in inside diameter of the specimens occurred after
30^ 3 hours. It is concluded that the wide difference in the expansion co- ,-
efficient of the tantalum (Ij-.l x 10"6 inch/inch) and the 316 SS (10.7 x 10~b
inch/inch), the difference in their yield strengths, and the relaxation of
the residual fabrication stresses caused the decrease in diameter. This
change will not significantly affect boiler performance (i.e., pressure drop).
Wo cracking occurred in either the 316 SS or tantalum after flatten-
ing tests (opposite ID surfaces in contact) in the pre-thermal cycle test
specimen. However, after ^ 095 and kQ6h hours at 1350 F, the 316 SS cracked on
the OD surface when the specimen was flattened to a 0.10-inch ID separation.
Microscopic examination revealed that no change in the diffusion
zone width between the 316 SS and tantalum had occurred from exposure at 1350 F.
b. Results of Material Analysis of Previous Boilers.- Boilers No. 1
through No. 5 were designed to use the same materials, namely:
• Type 31'6 stainless steel for the flowing NaK containment tube,
headers, turbulators, tube bundle supports, and evacuated
center tube.
• Zirconium foil for the getter material placed at the mercury
inlet and outlet transition joints in the static NaK.
• Tantalum for the mercury containment tubes, headers, plug
inserts, and orifices.
• 90$ tantalum - 10% tungsten mercury-side swirl wire.
The materials analyses of BRDC Boiler No. 1 (performed by the
General Electric Company after the unit was tested for 15,250 hours at steady-
state operation) and of BRDC Boiler No. 2 (performed by Aerojet) are summarized
as follows:
Type 31-6 stainless steel is less prone to form sigma phase than is
Type 321 stainless steel. From the 1300 F operating area of Boiler No. 2,
the percentages of sigma phase in 321 SS and 316 SS were 3-8 and 1.5> respec-
tively. From the 1150 F operating area (mercury inlet end) the amounts were
1.2$ sigma in 321 SS and none detectable in the 316 SS by optical methods.
It was concluded that these amounts of sigma phase formation did not present
a problem.
The zirconium foil placed at the mercury inlet and outlet transition
joints served its intended purpose which was to absorb dissolved gases (oxygen,
nitrogen, hydrogen and carbon), thus maintaining a relatively pure static NaK.
Swaging the tantalum tubes over the plug inserts to prevent crossover
flow between the plug grooves was successful. This operation produced a near
zero-clearance contact between the tube wall and the land area of the grooves
that was maintained during the boiler operation.
There appeared to be no life-limiting problems associated with the
use of tantalum. Corrosion or erosion was not detectable in either Boiler
No. 1 (15,250 hours operation) or Boiler No. 2 (8,700 hours operation). It
is expected that no appreciable corrosion/erosion of tantalum would be present
after 5 years.
Static NaK corrosion of the tantalum surfaces, in general, did not
occur except at two TIG welds (performed in the field under less than ideal
conditions) where it was evident that the NaK had removed oxides from the
heat-affected zone with resultant voids. It was postulated that the oxide
was present due to an insufficiently pure inert atmosphere when welding. It
is concluded that NaK corrosion of tantalum is not a life-limiting factor.
Metallic deposits were observed on the tantalum tubing inner surface
from the plug insert exit end to the end of the tubing at the mercury vapor
outlet. These deposits (i.e., mass-transfer products) generated in other parts
of the mercury loop, were carried by the mercury stream in elemental form and
in solution and deposited on the walls of the boiler during evaporation of the
mercury. The metallic elements were nickel, iron, chromium, and cobalt, and
were deposited in various quantities depending on the quality of the mercury
vapor. Figure 5~80 compares mercury vapor quality, mercury temperature,
percent of element, and percent tantalum plotted versus the boiler length.
0 10 20 30 4O
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Figure 5-80 BRDG Boiler No. 2 - Metallurgical Analysis of Tantalum
Tube ID Determined by X-Ray Fluorescence
These results show that'maximum deposition occurred at about 15 ft from the
mercury inlet where the vapor quality was a maximum of 98$ and superheating
begins. These mass-transfer elements,, once deposited, form intermetallic
compounds of CRgTa, TaNi^, and Fe^Ta? with the tantalum. They did not diffuse
into the tantalum to any extent nor did they affect the mechanical properties
of the tantalum. The deposits were as much as 0.002-inch thick in some loca-
tions; however, the effects on heat transfer rates would be minimal. It was
concluded that the mass-transfer deposits will not inhibit boiler operation
for 5 years.
The boiler design is good from a metallurgical standpoint and
tantalum, 90$ Ta-10/o W, 3l6 SS, 321 SS, and zirconium as boiler materials
are acceptable for 5 years of operation.
5.5.8 Technical Summary
SWAP-8 boiler design and development has demonstrated that:
• Tantalum is a satisfactory mercury containment material for
5 years of operation.
• Correlations are available to accurately predict WaK-side and
mercury-side pressure losses and heat transfer values.
• Care must be exercised to preclude mercury-side air and oil
contamination for immediate and continued boiler conditioning.
5.6 CONDENSER
The SNAP-8 condenser, shown in the mercury loop schematic
(Figure 5-8l for the 90-kWe system and 5-82 for the latest, 35-kWe system),
is a heat exchanger that condenses the saturated mercury vapor entering from
the turbine exhaust. NaK, the coolant, is pumped through the condenser to a
radiator where the heat it absorbs from the condensing mercury is rejected .to
space. In addition, the condenser must also maintain a back pressure on the
turbine as required by the system, and subcool the mercury to maintain an
acceptable net positive suction head (NPSH) for the mercury pump.
5.6.1 Development Background
Two major problems were confronted in the design and development of
the condenser: (l) the lack of a generalized correlation for condensing
mercury heat-transfer coefficients, and (2) the absence of a rational set of
design criteria for application to zero-gravity condenser operation.
Therefore, the condenser development included detailed analytical investi-
gations of heat-transfer modes and single-tube tests. The condenser size and
number of tubes was found to be influenced by the mercury inlet velocity,
condensing mercury heat-transfer coefficient, and the diameter and spacing
of the tubes.
The resulting SNAP-8 condenser is a counter-flow tube-in-shell
heat exchanger (Figure 5-83)• It consists of 73 tapered tubes for mercury.
Containment surrounded by a tapered shell containing the flowing NaK coolant.
Tapered tubes were used to maintain vapor velocity through the condenser
length. This provides a continual movement of condensing droplets and results
in a stable liquid-vapor interface in a very low or zero-gravity environment.
t ,^
Concurrent with the condenser analysis and design, NASA-LeRC
conducted the Mercury Evaporation and Condensation Analysis (MECA) project on
both a straight and tapered tube. The tests determined local overall heat
transfer coefficients, local NaK-side heat transfer coefficients, local
mercury-condensing heat transfer coefficients, and mercury-side flow and
pressure characteristics. The results of these single-tube tests led to the
conclusion that the tapered tube design was best suited to the SWAP-8
application. A limitation of approximately 8 psia inlet pressure and a
condensing length of ho inches were set for the multitube condenser design:
In addition, these data also indicated that the proposed design was conserv-
ative from a comparison of the design overall heat transfer coefficient of
960 Btu/hr-ft2-°F to the test value of 1900 Btu/hr-ft2-°F.
Four units were fabricated to the reference configuration shown in
Figure 5-83. The tapered mercury containment tube material selected was
9$> Chromium - 1% Molybdenum Steel (9M) which was acceptable for the NaK and
mercury temperatures at which the condenser operates. This material was also
utilized for the mercury outlet reducer and for the mercury headers. Type UlO
stainless steel was selected for the tapered shell, NaK manifolds, and
mercury inlet transition section. Type UlO SS was chosen based on its
comparable coefficient of linear thermal expansion to the tube-side-material,
9M.
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The header configuration was the main mechanical design problem
because of the number and close proximity of the tube joints. Two approaches
used were a welded-and-back-brazed technique and a rolled-and-welded
technique. The first two condensers built used the welded-and-back-brazed
method. The remainder of the mechanical design made use of the available
industrial heat exchanger fabrication techniques, i.e. rolled-and-welded.
Three condensers were tested at Aerojet and at NASA-LeRC. The first
unit fabricated was tested at Aerojet under conditions identical to its space
application with the exception of zero gravity. The test objectives were to
investigate the relationships between flow rates, temperatures, condenser
inventory, and condensing pressure. These tests showed that the condenser
complied with the power conversion system requirements. The total test time
on this unit was 2000 hours with no structural failures encountered.
The second unit fabricated was tested at Aerojet in 35-kWe test
system for l6,27U hours with no structural failures and has the longest
operating time for any single component tested in the 35-kWe system. Much of
the information to follow is based on the data taken from tests of this
condenser.
A third unit was held as a spare. The fourth was shipped to
NASA-LeRC for installation in the W-l loop (which was similar to the Aerojet
35-kWe loop) where it was tested for 2568 hours and ihh startup-shutdown
cycles. Here again, performance was as expected with no structural failures.
Since the testing of these condensers, the power conversion system
state point was changed which created a need for the condenser to operate at
higher mercury flows, lower condensing pressures, increased interface loads
at the NaK manifolds, and lower NaK-side pressure drop. Prediction of the
operation at higher mercury flows and lower condensing pressure was under-
taken by defining the limits of the condenser with a complete performance
map. The next step was to correlate the test performance data with a
mathematical model which analyzed the effects of both pressure drop and heat
transfer. The criteria, analysis, and the resultant mathematical model
developed to accurately evaluate condenser performance at any set of conditions
appears in Reference 4.
A redesign of the condenser was completed which reduced NaK-side
pressure drop and strengthened the NaK and mercury inlet and outlet ports to
accommodate interface loads. These modifications were based on structural
and NaK-side pressure drop requirements only and did not affect the mercury-
side geometry or thermal behavior of the condenser. The two condensers
chosen for the modifications have the rolled-and-welded header design.
Reference 55 documents the changes.
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5-6.2 Design Description
The SNAP-8 condenser is a counter-flow, tube-in-shell heat exchanger
with the condensing fluid, mercury, flowing through the tubes and the coolant
fluid, NaK, flowing through the shell. The mercury inlet and outlet are
concentric and parallel to the tube bundle while the NaK entry and exit flow
directions are perpendicular to the tube bundle (see Figure 5-83). There are
73 tapered, 9M mercury condensing tubes rolled-and-welded to the fixed 9M
headers in a triangular pitch array and are 51.50 inches long. Figure 5-8U
shows one of these tapered tubes.
r 258.254 OIA
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.498
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.032 -
.028
WALL
Figure 5~8^  Mercury Condenser Tapered-Tube Configuration
The tapered shell is made of Type UlO stainless steel with a
0. 083-inch wall thickness which encloses the tube bundle and a Type ^10 SS
skirt assembly. The annular space between the skirt and the shell is blanked
off at the NaK outlet end only, so that NaK is trapped preventing flow bypass
external to the outer tubes; whereas, the space between the skirt and the
tube bundle forms the flow path. There are two tube-bundle spacers made of
IkLO SS placed at 28 and 13 inches from the mercury outlet header. These
spacers add stiffness to the tube bundle and prevent contact between adjacent
tubes .
Cold NaK from the radiator enters the condenser through a UlO SS
toroidal manifold and twelve 0.750-inch diameter holes drilled in the shell
and leaves the condenser at the NaK outlet with the same arrangement. The
NaK inlet and outlet is 3.00-inch OD with a 0.083-inch wall thickness. The
WaK flow through the tube bundle is unbaffled, other than the two tube-bundle
spacers noted above.
Condensed liquid mercury leaves the condenser through a
stainless steel concentric reducer. Mercury vapor enters the condenser
through a conically shaped transition section made of 0.083-inch thick
5-151
hl.0 SS which incorporates four instrumentation ports spaced 90 degrees apart.
A 1.50-inch OD by 0.095-inch wall thickness mild steel port was also provided
in the transition section to evacuate the condenser and mercury loop after
installation in the test loop or power conversion system.
The condenser dry weight is 9^-5 lb. The wet weight of the
condenser is lUU.7 lb. which includes the dry weight, 32.6 lb of NaK, and
17.6 lb. of mercury. The overall length is 61.2 inches with a maximum
diametral envelope of 12.0 inches (located at the NaK outlet manifold).
5.6.3 Design Requirements and Criteria
Operational design requirements set forth for the initial condenser
design for the 35-kWe system are given in Table 5-XVII. The stability
criterion used to determine the critical tube diameter was a Bond number of
15.3 maximum. A Bond number less than or equal to 15-3 yielded the critical
tube dimension at the vapor-liquid interface of 0.2U-inch ID. Second, for
stable operation in zero gravity, slug flow in the condensing tube must be
prevented. This established the minimum vapor velocity of 100 fps at the
condenser inlet.
Table 5-XVTII lists the most recent operating requirements as
specified by the new power conversion system state point for the 90-kWe
system. The condensing pressure requirement of 2.5 psia is not attainable
with the use of one condenser unless the number of tubes were increased from
73 to 120 (zero-gravity operation only).
Condenser operating transients during the power conversion system
startup and shutdown are listed in Tables 5-XIX and 5-XX. The condenser
must be capable of operating for 100 startup and shutdown sequences as a
minimum, within an operating life of 5 years.
The mechanical design criteria emphasized the following:
• Condenser fluid connections shall withstand any combination
of radial and axial forces and bending and torsional moments
at the maximum operating temperatures (910°F) and pressures
(120 psia) that the connecting system tubing is capable of
withstanding. Interface loads shall not cause the loss of
fluid containment, excess deformation, or any condition
which would prevent the condenser from meeting the operating
life (5 years) and performance requirements.
• The design proof pressure is 275 psia at room temperature
(70°F) which includes a 1.25 load uncertainty factor, a
factor of 1.5 for ultimate strength, and a factor of 1.15
for 0.2/o yield strength.
• All welds shall be dye-penetrant and radiographically
inspected for surface and internal defects. Propagating
defects are not allowed.
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TABLE 5-XVII CONDENSER DESIGN REQUIREMENTS FOR THE J5-kWe SYSTEM
Configuration
1. Counterflow, tube-and-shell, unbaffled
2. Tapered tubes O.U5-inch ID at inlet, and 0.125 ID at outlet
3. Shell tapered to maintain constant clearance (0.060 inch) between
tubes except between center tube and adjacent tubes, where
clearance is 0.090 inch.
k. Constant tube wall thickness of 0.020 inch
5. Equilateral triangular tube arrangement
Design Data
Mercury flow rate
NaK flow rate
Mercury inlet temperature
Mercury exit temperature
NaK inlet temperature
NaK outlet temperature
Mercury inlet pressure
Mercury outlet pressure
NaK inlet pressure
NaK outlet pressure
Mercury inlet quality
Heat transferred (condenser)
Heat transferred (subcooler)
Mercury vapor inlet velocity
Condensing mercury film coefficient
11,000 Ib/hr
38,^ 00 Ib/hr
680°F :
520°F
U95°F
662°F
15.5 psia
11.5 psia
U5 psia
kO psia
96$> vapor
1,330,000 Btu/hr
1^ 7,800 Btu/hr
150 ft/sec
2,000 Btu/hr^ -Ft'
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TABLE 5-XVTII CONDENSER OPERATING REQUIREMENTS FOR THE 90-kWe
SYSTEM (For two condensers operating in parallel)
Parameter Quantity per Condenser
Mercury outlet temperature, F
Mercury liquid flow at outlet, Tb/hr
NaK-side pressure drop, psid
Mercury-side pressure drop, psid
Heat removal capability, kWe
Mercury inventory within condenser heat
exchange passages (0 to Ig), Ib
Condensing pressure fluctuations, psia
Minimum mercury outlet pressure (Og), psia
Mercury inventory excluding heat exchanger
passages, Ib
Initial mercury inventory within condenser
(0 to Ig), Ib
NaK inlet temperature, F
NaK inlet pressure, psia
NaK flow, Ib/hr
Mercury vapor flow at inlet, Ib/hr
Mercury vapor inlet pressure, psia
Mercury vapor inlet quality, % •
Mercury vapor inlet temperature, F
NaK Inlet Temp._Qo
7,060
k ± 2 at U0,000 Ib/hr
0.5 (max.)
1*65
10 to kO
± 0.28
2.0
8 ± 2
:> 10
350
60 to 85
56,000
6,778
2.5
96
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• Acceptance tests of the condenser include water flow tests
of both the NaK and mercury circuits, proof pressure tests,
and helium leak tests.
• The condenser was designed with a reliability goal of .995 in
10,000 hours of continuous rated operation in the induced
environments. This reliability goal was not re-calculated
for the new life requirement of 5 years.
5.6.U Mechanical Design
5.6.U.I Overall Design
To restate briefly, the design incorporates Type UlO stainless
steel throughout except for the tube bundle and tube headers (9M steel), the
mercury exit plenum (316 SS) and the evacuation port (C-1015 mild steel).
Provisions for shell drainage were incorporated by placing six 0.125-inch
diameter holes equally spaced in the shell under the NaK outlet manifold.
Also, the manifolds have a four degree slant for drainage of NaK ullage since
the condenser will be mounted vertically for testing with the mercury flow in
the direction of gravity. A mounting collar is provided with six holes of
O.kOk to O.Ull-inch diameter, equally spaced to accommodate the system
installation scheme. The welds specified in the overall assembly are manual
tungsten-inert-gas (TIG) welds.
5.6.^ .2 Tube-Bundle Subassembly and Tapered Shell
The 73 tapered condensing tubes, tube headers, and tube spacers
comprise the condenser tube-bundle subassembly. Two "egg-crate" or latticed
tube-bundle spacers maintain the tube spacing and add some stiffness to the
bundle to prevent tube contact. Placement of the supports at 13.0 and 29.0
inches from the mercury outlet tube-sheet was determined from an analysis of
the vibration characteristics of the condenser tubes under sinusoidal and
random vibration. The latticed spacers were fabricated from 0.020-inch thick
hlO SS, 0.375-inch wide. A typical cross section of the spacers is shown in
Figure 5-85.
Figure 5~85 Condenser Tube Bundle
Lattice Support
5-157
The NaK containment shell was designed with a taper to maintain a
constant free-flow area and velocity so that the NaK-side heat transfer film
coefficient would remain essentially unchanged. The tapered shell also
facilitates assembly of the tube bundle and shell. The tubes with headers
attached are shown in Figure 5-86. The skirt assembly between the tube bundle
and the shell is shown in'Figure 5-8?.
5.6.U.3 Tube-to-Header Welds
The design approaches for the tube-to-header weld joint configuration
were (l) a welded and back-brazed joint, and (2) a rolled-and-welded joint.
Both concepts were successful in the SNAP-8 program.
The welded and back-brazed joint utilized a trepanned header,
automatic tungsten electrode, inert-gas (TIG) weld, and subsequent back-braze
at l800°F in a hydrogen atmosphere. This weld joint is shown schematically
in Figure 5-88. Condensers with these joints have accumulated 18,27*4- hours
of service without a joint failure. Disadvantages to this type of weld joint
design, however, were the cost and time involved for the brazing process and
the tube distortion due to the l800°F braze temperature.
The rolled and welded joint eliminated the back-brazing operation,
replacing it with a grooved header into which the tube was rolled prior to
welding. This type of joint also incorporated a trepanned tube header, with
an automatic TIG weld. Figure 5-89 shows this weld joint design. This joint
was used in a unit which has been in service for 2658 hours and ikh startup/
shutdown cycles without a joint failure. Two advantages of this design
concept are (l) the portion of the tube material rolled into the tube header
will act as the load-carrying member leaving the weld to function as a seal,
and (2) the rolling operation will ensure a controllable fit-up to give the
best possible weld. To verify the acceptability of the rolled and welded
tube header joint, a development study was made which included manufacture
and inspection techniques.
A seven-tube sample header made from 9M which was used in the
development program is shown in Figure 5-90. From the results of the tube
joint fabrication program, the following conclusions were reached:
• The force required to push an unwelded, rolled tube from the
header was 3000 Ib. After post-weld stress relief, one of
the tubes from which the weld was removed required a force
of 2635 Ib to push it from the header. It was concluded that
the joint tightness and strength is not significantly affected
by welding and stress relief.
• The weld quality is improved by the tight fit of the tube
after rolling.
• Automatic tungsten-inert-gas (TIG) welding was determined to
be the best welding technique for the application.
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WELD
TUBE-TO-HEADER JOINT
PRIOR TO WELDING
HEADER
STRESS'
POINT
TUBE
WELD
BACK
BRAZE
HEADER
TUBE
Figure 5-88 Condenser Tube-to-Header Weld and
Back Braze Joint
HEADER
ROLLED AREA
Figure 5-89 Condenser Tube-to-Header
Rolled and Welded Joint
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A method of gamma radiographic inspection of the tube-to-tube sheet
welds, employing radioactive Americium 2^ 1, was developed specifically for
the inspection of the condenser. A schematic of this inspection technique is
shown in Figure 5-91 and uses a source-to-film distance of one-half inch.
The method is superior to conventional X-radiography since there is no inter-
ference from adjacent tubes to cloud interpretation of the radiograph.
Porosity of 0.003-inch diameter was detectable as were cracks in the weld and
weld undercutting with representative inspection samples.
Typical, as-fabricated, tube-to-header welds and back-braze of
tubes-to-header for the condensers fabricated are shown in Figures 5~92 and
5-93.
5.6A.U- NaK Inlet and Outlet Manifolds
Both the NaK inlet and outlet manifolds were designed to be
fabricated from a two-piece forging joined by a girth weld. They were
designed so that they mate with the 3-0-inch OD heat rejection loop piping,
and have a four degree slope from the horizontal for drainage of NaK loop
fluid. The manifold assembly can be slid over the tapered shell and welded
in place. Both manifolds were designed with the same configuration, except
that the inlet manifold has a "flow-splitting" vane. The purpose.of this
vane is to uniformly distribute the entering NaK to the twelve 0.750-inch
diameter holes in the shell and thence along the tube bundle.
5.6.1*.5 Stress Analysis
Criteria for the stress analysis are given in Table 5-XIX and 5-XX.
Maximum values for temperature and pressure were used for the condenser
stress analysis and the areas of special consideration are:
• Tube bundle
• Tapered shell
• NaK inlet manifold
• WaK outlet manifold
• Mercury outlet plenum
• Mercury inlet transition
Analyses of the tube bundle and condenser shell natural frequencies
for lateral sinusoidal excitation were found to be:
• Tube bundle 110 Hz
• Shell ^31 Hz
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Figure 5-90 Sample Tube-to-Header Welds
TUBE
TUBE-
TO-HEADER
WELD
AMERICIUM
241 SOURCE
RADIOGRAPHIC
FILM
PROJECTED
IMAGE AREA
Figure 5-91 Condenser Table-to-Header Weld
Inspection Technique
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Figure 5-92 Condenser Tube-to-Header Welds
Figure 5-93 Condenser Back-Braze of
Tubes to Header
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5.6.5 Thermal and Dynamic Design
5.6.5.1 Preliminary Design Analysis
Selecting a SNAP-8 condenser configuration which would meet the
thermal performance requirements of Table 5 -XVII required a knowledge of the
mercury condensing film coefficient, NaK film coefficient, and stability
criteria. A detailed literature review at the initiation of the design
effort established the following information.
Based on the data of Reference 56, an average mercury-side heat
transfer coefficient of 2000 Btu/hr-ft2-°F was selected for use in the
design analysis. The NaK-side film coefficient for in-line flow through tube
bundles was established from Reference 57. Preliminary calculations showed
this heat transfer coefficient would vary from about 3000 to 5300 Btu/hr-ft2-°F.
Two design principles for stability were:
2
v. - P<>& Df
" ~ ^ E ^ IE; oo - - < 15.3
where B = Bond number
o
p. = liquid density
Jo
g = local acceleration of gravity
T = surface tension
D, = critical tube internal diameter (at the interface)
u
From this equation the critical tube internal diameter is D^ £ 0.2k inch. To
prevent slug flow, the critical droplet height of the condensate, d, must be
less than one-half the local tube diameter, D^. This condition will be met
if the vapor velocity is kept above a minimum value. The relationship
between the critical tube diameter and the minimum vapor velocity is:
d/D, = (constant) (We)"1 = (constant) |p v ^ ./al" 1 < 1/2
t L g ~ g w J
where
d = critical droplet height
D, = local tube diameter
t
We = Weber number
p = vapor density
o
v = vapor velocity
O
a = surface tension
The constant in the equation is not an exact term and must be determined
experimentally, but it is estimated to be between 1.0 and 3-0. However,
solving the above equation for the vapor velocity and assuming the constant
to have minimum value of 1.0 gives a minimum vapor velicty to prevent slug
flow which in turn gives a maximum flow area.
> (2.0 CT/P DJ1/2 = 100 fps
_ t
A = Wg'p v , sq. ft.
g § S
The requirement to maintain minimum vapor velocity down the length of the
condenser tube to prevent slug'flow (and resultant instability) indicated
the need to taper the condensing tubes. Figure 5-9^  shows the effect on
mercury vapor velocity, where the calculated velocity profiles for a
straight and tapered tube of equal surface area versus distance from the
tube inlet are shown. The tapered tube configuration was selected with the
amount of taper being a variable in the configuration selection analysis.
5.6.5.2 Configuration Analysis and Selection
With the basic design information and principles established, a
parametric study was made utilizing an IBM 709*+ digital computer. The
computer program analysis resulted in a number of condenser designs which
theoretically met the requirements.
A total of 56 design concepts were analyzed in the computer study,
based on the following input data:
Tube inside diameter -
• at mercury inlet O.UO 0.^ 5 0.50 in. (start of taper)
• at subcooler inlet 0.125 0.20 0.25 in. (end of taper)
• at condenser outlet 0.125 0.20 0.25 in.
• Tube wall thickness 0.020 0.025 in.
• Tube pitchy/tube OD at
mercury inlet 1-375 1-355 in.
• Tube material Croloy 9M
* Pitch is defined as the distance between tube centers. The ratio of pitch
to tube outside diameter will be noted by P/D ratio.
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The results of the 56 computer cases are plotted in Figure 5-95
through 5-97 with the selected design point designated in each of the figures.
Figure 5-95 shows the tube clearance, tube diameter and number of
tubes as a function of tube inside diameter at the mercury vapor end for inlet
velocities of 150 and 200 fps. The number of tubes was increased from the 70
shown to 73 because symmetry was desired with the equilateral triangular
array of the tubes in a circular housing. The mercury vapor flow was the
nominal design condition of 11500 Ib/hr. In Figure 5-96, condenser tapered
tube length and pressure drop are plotted versus mercury inlet tube internal
diameter for condensing mercury heat-transfer coefficients of 1000, 2000, and
3000 Btu/hr-ft2-°F, inlet vapor velocities of 150 and 200 fps and subcooler
entrance diameters of 0.125, 0.20, and 0.25 inch. Both the tapered condens-
ing length and the mercury pressure drop are strong functions of the
condensing film coefficient and the vapor inlet velocity. Condenser heat
transfer area (mercury-side) and overall conductance as a function of
mercury inlet tube inside diameter are given in Figure 5-97 for an inlet
velocity of 150 fps. The graphs show that the condensing heat-transfer has
dominance over tube inside diameter in affecting the conductance and heat
transfer area. The tapered tube exit diameter had -a negligible' influence on
the condensing area and the overall unit conductance in the condenser.
In summary, the final condenser geometry that was selected is
given below:
No. of condensing tubes: 73 '.-
Tapered tube length, in. 38.6 ;.
Subcooler tube cylindrical length, in. 12.9 '';
Total tube length, in. 51-5
Tube wall thickness, in. 0.030
Tube clearance, in. 0.185
Tube pitch/diameter ratio 1-375
Tube inlet inside diameter, in. 0.^ 50
Tube outlet inside diameter, in. 0.200
(<0.2h for conservatism)
2
Condenser heat transfer area, ft 19-8
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The heat transfer and dynamic values at design conditions are:
Mercury condensing film coefficient, Btu/hr-ft -°F 2000
NaK film coefficient, Btu/hr-ft -°F 3000
Overall unit conductance, Btu/hr-ft - F 10M4-
NaK-side pressure drop, psid 7.0
Mercury side pressure drop, psid 3.0
5.6.5.3 Results of Single-Tube Tests (MEGA)
Data were obtained from the NASA-conducted MEGA (Mercury
Evaporating and Condensing Analysis) program where a single tapered condenser-
tube of the selected geometry was tested in 1-g and zero-g environments and
its performance compared with a condenser tube of constant diameter. The
details and results of these tests are reported in Reference 56 and 58. The heat
transfer results are summarized and presented below.
The overall heat transfer coefficients or conductances varied
from 500 to 1200 Btu/hr-ft -°F for the constant diameter tube, compared to
values of 1250 to 3700 Btu/hr-ft -°F for the tapered tube configuration.
Increasing the WaK mass flow and decreasing the condensing length brought
about an increase in the overall heat transfer coefficients for both
configurations.
The local mercury condensing film coefficients were calculated to
be in the range from 1200 to 22,000 Btu/hr-ft2-°F for the constant diameter
tube. The condensing coefficients for the tapered tube were not computed.
Over a condensing length range of 8 to hO inches, the overall
mercury-side static pressure loss went from a 0.5 psi pressure rise to a
pressure loss of 3-0 psi, respectively, for the tapered tube configuration.
For condensing lengths greater than kO inches, a choked flow condition was
observed in the tapered condensing tube.
When the NaK flow, NaK inlet temperatures and mercury flow were
kept constant, the mercury inlet static pressure decreased rapidly as the
condensing length was increased to about 25 inches, and then leveled off as
the condensing length was increased further. Depending upon the combination
of test variables used, the inlet static pressure varied from 8 to 2U psia.
The results of this test program for the tapered tube were
extrapolated to the 73-tube condenser design and gave an overall unit
conductance of 1900 Btu/hr-ft^ -°F compared to a design value of lOkh
Btu/hr-ft - F. The large difference between the two values was attributed
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to the value used for the local condensing coefficient in the design
calculations which was 2000 Btu/hr-ft2-°F. Extrapolation of the MEGA
condensing coefficients of a straight tube to the tapered tube gave an
average mercury condensing film coefficient of lii-7,000 Btu/hr-ft^ -°F.
Consequently, the condensing film offers relatively no thermal resistance
and the total heat transfer conductance is governed mainly by the Nak-side
film coefficient and the wall resistance.
5.6.6 Interfaces
The SNAP-8 system is expected to experience the effects of several
types of tolerance variations which include the particular component perform-
ance tolerances. The purpose of the condenser in the SNAP-8 system, other
than to condense mercury vapor, is to provide a back pressure on the turbine
and an adequate net positive suction head (NPSH) for the mercury pump. An
excessively low condensing pressure and corresponding temperature will result
in an NPSH value below the 1.0-ft limit and cause mercury pump cavitation. A
condensing pressure higher than the system requires will result in a turbine
power output reduction. This condition can be caused by noncondensible gas
buildup in the condenser, by variation of condensing length due to condenser
heat transfer degradation, and by shifts of mercury inventory to or from the
condenser. Noncondensible gases from other parts of the system collect in
the condenser since the vapor-liquid interface separates the gas from the
vapor; because of the low pressure, the gas occupies a significant volume.
This can cause an increase of the condenser inlet pressure and a degradation
of turbine efficiency.
5.6.7 Demonstrated Performance
5.6.7-1 One-g Performance
An extensive performance mapping of the condenser was conducted at
design and off-design conditions which defined the condenser operating limits
with the tapered tube configuration (Reference 26)• The ranges of variables
tested are listed below:
Range of Test Variables
Mercury flow, Ib/hr 8000 - 12000
NaK flow, Ib/hr 30000 - 50000
NaK inlet temperature, °F 200 - 500
Condensing Pressure, psia 2.5 - 18.0
Mercury inlet quality, % 9 0 - 9 8
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Of particular interest were condensing pressure, heat transfer,
mercury pressure drop and stability, specifically at certain off-design
conditions extending to choked-flow. During the data analysis, it became
apparent that an improvement in the previous mathematical equations used to
define condenser performance was necessary especially at far off-design
conditions of choked-flow. Reference contains the details of the new
correlations which simultaneously evaluate changes in mercury pressure,
temperature, quality, pressure drop, NaK temperature, and NaK flow. The two
correlating equations that define the condenser operation for any condition
are presented below:
and
where
W \X
T,SAT
1.0
1 - e
UA = U.26VL 1.0 - 2.81W-
105 1010
10- 10'
1.0 + 10
T,,.
WT
WN
X
X
UA
= Condensing temperature, F
= NaK inlet temperature, F
= Liquid mercury flow, Ib/hr
= NaK flow, Ib/hr
= Mercury latent heat of vaporization, Btu/lb
= Mercury vapor quality
= NaK specific heat, Btu/lb-°F
= Mercury specific heat, Btu/lb- F
= Heat transfer coefficient, Btu/hr-°F
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The effects of choked-flow and/or temperature potential loss are contained in
the equation for UA. It is significant to note that regardless of the heat
transfer variation caused by chocked-flow and temperature potential loss, the
product UA remains essentially a constant.
A carpet plot of condensing pressure variation with NaK flow,
mercury flow and NaK inlet temperature is shown in Figure 5-98. The test data
are also shown (indicated by open circles) and demonstrate good agreement with
the correlating equations shown by the dashed lines. An interesting feature
of the plot is that, for each mercury flow, a minimum condensing pressure is
reached as the NaK temperature is lowered, regardless of NaK flow. Also shown
in the figure is the predicted condenser performance at the most recent power
system state point. Theory predicts that the condenser will operate with a
5-psia condensing pressure (the requirement is 8 psia) and, therefore, is
satisfactory.
The NaK-side temperatures measured at five different NaK inlet
temperatures with constant NaK flow and mercury flow are plotted versus
condenser length in Figure 5~99« Each lower NaK-inlet temperature represents
condenser conditions approaching choked flow where the condensing length is
something less than ten inches. It is apparent that a point is reached where
the available condensing length cannot be used and the condensing regime is
confined to a small length of the condenser.
Figure 5-100 presents the derived data for the mercury-side pressure
drop with condenser outlet pressure (mercury pump suction pressure) as a
function of condensing pressure, condensing length and mercury flow. The
curves are corrected for the liquid mercury head and represent zero-gravity
operation. The condenser model, defined by the above equations, was used to
derive the absolute vapor pressure drop data in conjunction with the observed
changes in vapor pressure drop during the tests (see Reference ). In
determining the absolute pressure drop values, liquid hold-up on the tube
walls due to choked-flow was considered and found to increase as operating
conditions approached choked-flow conditions.
Condenser instability is attributable to choked-flow operation and
the resultant liquid holdup that occurs above the vapor-liquid interface.
Velocities in this area are inadequate to move the condensed liquid film to
the interface. Therefore, accumulations of liquid above the interface would
result in slug-flow which would cause interface instability, especially in
zero gravity.
5.6.7-2 Predicted Zero-Gravity Performance
The aforementioned test results and observations are now applied
to the operation of the SNAP-8 condenser at different power conversion
system state points. These state-points are:
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Condenser
Hg Flow Pressure NaK Flow Hg Temp, (in) NaK Temp, (in)
State Point (Ib/hr (psia) (Ib/hr)
1*
2
3
k*
11,000
12,300
111, 000
7,000/
cond.
15-5
lU.O
8.0
2.5
35,000
lj-0,000
28,000/
cond.
680
669
616
520
9^5
1*17
350
At each of these state points, general aspects of expected zero-gravity perform-
ance is compared to the one-g operation.
a. State-Points 1 and 2.- The thermal performance was excellent
as demonstrated over 16,27*4- hours of operation. Figure 5-98 shows that the
15.5-psia condensing pressure at a NaK flow of about 355000 Ib/hr can be
achieved and that the design criteria used for predicting heat transfer were
good. The mercury-side pressure drop is shown in Figure 5-100 and it shows
that, for a range of condensing length (15 to 35 inches), the outlet pressure
ranges from 12.0 to 15.0 psia. Therefore, the mercury-side pressure drop
ranges from a pressure loss of 1.5 psi to a pressure recovery of about
0.3 psi which is adequate for either one-g or zero-g operation. These values
of pressure drop indicate that the condenser has no excess liquid holdup and
the interface is stable in either gravity of zero-gravity environments.
For state-point 2, good thermal performance was again demonstrated
by the condenser. The mercury-side pressure drop range was a pressure loss
of 1.7 psi to a pressure recovery of 0.5 psi which is acceptable for both a
one- and zero-gravity^operational environment. Operation at this state point
indicated that the vapor-liquid interface was stable.
b. State-Point 3.- A major change was made in the power conversion
system state point in order to obtain a net usable electrical output greater
than the 35-kWe at the old state point. This change required the condenser
to operate with av condensing pressure of 8.0 psia with a mercury flow of
lU,000 Ib/hr. The thermal performance of the condenser, shown in Figure 5-101
indicates that the condenser is adequate for operation at this new set of
conditions. A considerable loss of mercury temperature (due to pressure drop)
is quite evident from the mercury temperature profile, however there is some
recovery of temperature and pressure. From the heat transfer viewpoint the
condenser is satisfactory for both one-g and zero-g environments.
•*-*
Condenser design point
2 condensers in parallel (90-kWe SNAP-8 system)
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Figure 5-99 Condenser WaK-Side Temperature vs Condenser Length
(Mercury and NaK Flow Constant)
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Figure 5-100 Condenser Carpet Plot - Mercury Outlet Pressure
vs Mercury Flow at Various Condensing Lengths
and Condensing Pressures
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The condenser mercury-side pressure drop at this operating point was
1.0 psi to U.5 psi for condensing lengths of 15 and 35 inches, respectively.
This is a limitation of zero-g operation since the condenser cannot provide
the minimum mercury pump suction pressure of 6.5 psia unless the condensing
length is kept below 18 inches. However, the condenser is acceptable for
one-g operation over the condensing lengths specified. No indications of
choked flow were observed during one-g operation at the 8.0-psia condensing
pressure. Stability also becomes a problem due to the necessity of maintain-
ing a short condensing length in zero-g operation. At about 18 inches from
the inlet tube sheet, the tube internal diameter is 0.35 inch which violates
the stability criterion of a maximum diameter of 0.2^  inch. It is concluded
that the condenser would be unstable in zero-gravity at the 8 psia condition.
c. State-Point k.- There are no test data from the 35-kWe test
system to indicate that the condenser can operate at 2.5 psia with a 7000
Ib/hr mercury flow. This operating condition coincides with the 90-kWe system
design point wherein two condensers were planned to be placed in parallel
(see Figure 5-82). The closest approach in testing was a mercury flow of
8000 Ib/hr which permitted a minimum condensing pressure of about 8.0 psia.
All predictions had to be based on the mathematical model. The model predicts
that the 2.5-psia condensing pressure is possible with the existing condenser
(slight modification to reduce entrance losses) with a NaK inlet temperature
of 350°F and a NaK flow of about 28,000 Ib/hr. ' These NaK conditions are some-
what arbitrary. The condenser is so choked that lowering the NaK temperature
or raising the NaK flow would have basically negligible effect on the condens-
ing pressure; they represent minimum requirements necessary to achieve the
2.5 psia. Thermally, the condenser is capable of 2.5 psia in either one-g
or zero-g environments.
The condenser pressure drop is excessive because of the choked-flow
condition. In one-g operation, it does not matter because of the liquid head
available; but in zero-g operation, the condenser is unsatisfactory; unless,
of course, the liquid level is again raised to the point that condensation is
restricted to the top few inches of the condenser. There are no test data
with which to predict what this liquid-level would have to be. The 35-kWe
system data do indicate, however, that the condensing length might have to be
less than 10 to 15 inches, which was the limiting value of testing. For a
more typical condensing length, the entire 2.5-psia condensing pressure
would most likely be lost in pressure drop.
Because of the choked flow, the interface is assumed to be unstable.
Data at 3.0 psia and 8000 Ib/hr showed inventory holdup, which is assumed to
be a symptom of possible interface instability. Therefore, the condenser
would be satisfactory in one-g operation, but not in zero-g operation.
Because of the pressure drop, the condensing length would have to be small
which would violate the basic stability criterion of maximum tube diameter.
The following items summarize the thermal and dynamic capabilities
of the condenser for one-g and zero-g operation:
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• At the 15-psia design condition, the condenser is satisfactory
with respect to thermal performance, pressure drop, and inter-
face stability. It is satisfactory for both one-g and zero-g
operation. It is capable of condensing pressure adjustment by
inventory control.
• At the 8 psia operating condition, the condenser is thermally
acceptable in both one-g and zero-g. The pressure drop is
unacceptable in zero-g unless very high inventory levels are
used. In one-g operation, it is acceptable. The necessary
short condensing length to control pressure drop would cause
interface instability in zero-g use. Condensing pressure
control by means of inventory control would be poor in both
one-g and zero-g operation.
5.6.7.3 Shock and Vibration Test Results
The purpose of the environmental shock and vibration tests
(performed at NASA-LeRC) was to evaluate the condenser structural design at
the levels that are expected during system launch, and maneuvering modes in
space. NASA specification Ul7-2, Rev. C, was used as a guide in performing
the tests on the condenser. Sinusoidal, random and shock tests were conducted
along the three mutually perpendicular axes. Reference 59 describes the
test procedures and results pertaining to the pre- and post-test quality
conformance, mounting, instrumentation and the dynamic responses of the
condenser structure.
Prior to the environmental tests, the condenser was inspected to
establish a reference as to its structural integrity, configuration and
hydraulic performance. The following procedures were used in their listed
order.
• Hydraulic flow test of both NaK and mercury circuits
with water.
• Proof pressure test at 275 psia
• Helium leak check per MIL-STD-271
• Dye penetrant inspection of the external welds per
MIL-I-6866
• Radiographic inspection of the tube bundle position per
MIL-I-6866
During the shock and vibration tests, the condenser would be in a
nonoperating state simulating launch conditions, i.e. the mercury-side would
be void of fluid, while the NaK-side would be filled. The fluid used to
simulate NaK in the condenser was an oil whose density at 70°F is 7^.1
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compared to 50.1 for NaK at 600 F. The condenser was mounted on an all-
aluminum support fixture as shown in Figure 5-102 and instrumented with 10
uniaxial accelerometers, also shown. Accelerometers 9 and 10 cannot be seen
as they are located in two central tubes about 13.0 inches in from the
mercury inlet header. Also indicated in the figure are the axis designa-
tions for the system to which all inputs and responses are referenced.
a. Sinusoidal Vibration.- The condenser was excited with
frequencies ranging from 20 to 2000 Hz with a 1.0-g peak acceleration
amplitude and a sweep of one octave per minute along each of the three
orthogonal axes. Resonant response of the condenser shell occurred at 1*4-5,
280, M4-0, and 900 Hz for the Y-axis and 100, 230, U?0, and 800 Hz for the
Z-axis. The maximum amplification occurred at the two lowest frequencies
with a value of 9.0 acting at a point 27 inches from the support at the small
end of the condenser. The tube bundle had the same resonant frequencies as
the shell with maximum amplification factors of 9.0 for the Y-axis and 10.0
for the Z-axis at frequencies of 150 and 95 Hz, respectively. The values
given above are for responses measured in the same direction as the
excitation.
System damping was estimated from the response at the lowest
frequencies of 100 to ll|5 Hz. The fraction of critical damping was between
0.0^ 1 and 0.050 inches at the half-power point. It was also observed that
the condenser behaves as a fixed-fixed beam or a fixed-hinged beam.
b. Shock.- Shock loading was applied to the condenser (along
the three axes in both directions) in the form of a half-sine pulse with a
12-g peak acceleration amplitude and an eleven millisecond duration. The
maximum shell response was 20-g in the same axis as the input for both the
Y and Z axes (for both directions) at a point 10 inches from the support at
the large end of the condenser. The tube bundle responses were equal to
those measured on the shell with values of 19 to 20 g for the Y and Z axes.
The calculated dynamic load factors for the shell and tube bundle
were 1.6? and 1.58, respectively, for the data given above. The relative
displacements of the shell and tapered tubes were computed from the peak
responses and the first mode natural frequencies. The resultant values
were 0.0176 inch for the Z-axis and 0.010 inch for the Y-axis (response in
the same direction as the shock load) for the shell, and 0.010 inch for the
tapered tubes. The value obtained for the tapered tubes is approximately
1/20 of the tube spacing; therefore, it is concluded that there is no
danger of the-9M tubes hitting one another.
c. Random Vibration.- Responses of the condenser were to be
determined over a frequency range of 20 to 2000 Hz to random vibration having
an overall level of 20-g root mean squared (rms). The acceleration density
was distributed over the frequency range as follows:
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20 to 100 Hz 3-0 dB/octave, increase
100 to 600 Hz 0.1+ g /Hz, constant
600 to 2000 Hz - 6.0 dB/octave, decrease
This procedure was followed for each perpendicular axis. The tolerances for
acceleration density were +100 and -50$ for the O.Ug^ /Hz level. The frequency
analyzers used had a bandwidth of 25 Hz.
Most of the maximum responses occurred between 100 and 150 Hz with
the remaining responses scattered between 160 and 195 Hz. Values of the
shell acceleration density responses in the same axis as the input varied
from 0.8 to 1.70 g /Hz for the Y-axis and 1.3 to 2.20 g^ /Hz for the Z axis
at frequencies of 100 to 120 Hz. Responses recorded for the 9M tubing were
1.0 to 1.20 g2/Hz for the Y and Z axes and at 100 to 105 Hz, respectively.
The computed relative-mean squared (Yms) displacement value in the
Y direction for the maximum response of the tube bundle was 0.023 inch at
105 Hz, if it is assumed that the instantaneous acceleration of the input is
Gaussian. That is, 0.3$ of the time the instantaneous peak acceleration is
greater or equal to three times the rms value. Then tne maximum relative
displacement would be 3 (0.023) = 0.069 inch. If the tube clearance is
0.192 inch as specified, then the minimum clearance for a condition where any
two adjacent tubes were displaced in opposite directions would be:
minimum clearance = 0.192 - 2.0(.069) = 0.05U inch
Hence, it is predicted that, unless the tubes were bent during fabrication
to the point where the clearance is reduced to less than 0.138 inch, the
possibility of two adjacent tubes colliding is remote.
Subsequent to the shock and vibration tests, the condenser was
again subjected to the quality conformance inspection outlined previously.
The results of this inspection verified that the condenser had withstood
the imposed environmental conditions without detrimental effects. Other
conclusions that were reached from the results of these tests were:
• The present condenser design is acceptable for use in a
system and is capable of withstanding the vibrational
loading specified.
• From a structural aspect, the materials and fabrication
procedures are adequate for the application.
• The fluid dynamics of the condenser would not be appreciably
changed by vibrations and shocks imposed on it during launch
conditions.
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Maximum responses of the condenser, both shell and tube bundle,
are experienced between 100 and 150 Hz.
Filling the NaK-side of the condenser prior to launch and/or
maneuver phases of the system adds to the inherent structural
damping and serves to reduce the condenser responses.
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5.7 OTHER MECHANICAL COMPONENTS
The mechanical components described in this section of the report
were in various stages of development when the SNAP-8 program was terminated.
The components and development status are summarized below.
(1) Intermediate Loop Heat Exchanger.- A conceptual design was
prepared and design requirements were formulated. No
hardware was built or tested.
(2) Auxiliary Heat Exchanger.- A heat exchanger was designed,
built, and tested for the 35-kWe system. However, failures
in the shell and the new requirement for a dual heat rejec-
tion loop and double-containment dictated a new heat exchanger
design which was built but never tested. No concept or design
parameters were formulated for the 90-kWe system.
(3) Mercury Flow Control Valve.- A valve was designed, built and
tested for the 35-kWe system. This valve operated throughout
the program, from 1966 through midyear 1970. The basic design
is considered acceptable for the 90-kWe system with some
modifications to the valve orifice shape and changes in the
speed of opening and closing.
(k) Heat Rejection Flow Control Valve.- Conceptual designs and
design parameters were formulated, but no units were built
or tested for the 90-kWe system. A design used in the single start
35-kWe system was controlled by temperature and not flow,
so its test experience was not applicable to the new concept.
(5) NaK Diverter Valves.- This valve was designed and built
for the 35-kWe system but was never tested. The valve for
the 90-kWe system would have been of the same design except
slightly larger to accommodate the higher NaK flows.
(6) Solenoid Valves.- The valves designed, built, and tested during
the SNAP-8 35-kWe system development program were similar to
the valves planned for the 90-kWe system except that the method
of latching was slightly different and the size of the solenoids
was greater for the latter valves. The design requirements and
conceptual designs of the valves for the 90-kWe system were
formulated but no hardware was built or tested.
(7) Expansion Reservoirs.- Conceptual designs and design parameters
for three of the eight expansion reservoirs required for the
90-kWe system were completed. However, no hardware was built
or tested.
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(8) Mercury Injection System.- A system was designed, built and
tested for the 35-kWe single-start SNAP-8 system. This test
experience was applied to the conceptual design and formula-
tion of the design parameters for the 90-kWe system. The
mercury injection system for the 90-kWe system was not built
or tested.
The above components are considered undeveloped only in the sense
that they were never built for or tested in a 90-kWe system. As can be seen,
components (2), (3), (6) and (8) above were tested in the 35~kWe system
and the results were applicable- to later designs for the 90-kWe system to
varying degrees.
5.7.1 Intermediate and Auxiliary Heat Exchangers
5-7.1.1 Intermediate Heat Exchanger
The function of the intermediate heat exchanger (IHX) in the 90-kWe
system, as shown in Figure 5-103, is to provide the capability of separating
the power conversion system from the reactor primary loop, yet transfer heat
from the reactor to the boiler with the minimum heat loss. The IHX also
serves the function of separating the radioactive NaK in the reactor primary
loop from the NaK in the intermediate loop which allows the development test-
ing of the power conversion system and replacing of power conversion system
components without the need for radioactive decontamination.
a. Preliminary Design Concepts.- Initial design analyses were
conducted to determine the feasibility of fitting a tube-in-shell configura-
tion IHX in the gallery section of the 90-kWe system. Reactor primary loop
NaK flows through the shell of the heat exchanger and intermediate loop NaK
flows through the tubes. Design maps were generated for tube pitch-to-
diameter ratios (and an equilateral triangular array of tubes) of 1.20, 1.35,
and 1.50. These ratios were chosen because they compared with a pitch-to-
diameter of 1.375 for the SNAP-8 condenser. A typical design map is shown in
Figure 5-10^ - which presents minimum shell diameter as a function of the number
of tubes with the tube ID as an independent variable. Lines of constant tube
length and constant tube-side pressure drop are also cross-plotted. The maps
permitted the selection of a heat exchanger size that would "best-fit" in the
90-k¥e system gallery. The requirement for a 10 F terminal temperature dif-
ference dictated a heat exchanger with an effectiveness of 0.95- The
required UA was 1.95 x 10^ Btu/hr °F.
Consideration was also given to compact heat exchanger concepts and
to separable heat exchangers. Separable heat exchangers are desirable for
incorporation in long-term space mission applications where hardware replace-
ment can extend mission life. A typical design concept of a separable heat
exchanger is shown in Figure 5-105. A tradeoff study was performed to permit
a selection between a compact and a tube-in-shell IHX. A preliminary design
for each concept was prepared and, based on this effort, the tube-in-shell
approach was recommended. The reasons for selecting the tube-in-shell approach
were as follows:
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• Tube-in-shell heat exchanger technology is state of the art.
The compact (intermeshing panels) design required a separate
development effort. The advantages of a compact unit vere
not sufficiently compelling to justify the required R&D effort.
• The compact design was nonseparable. Since a separable design
was considered to be a requirement for mission applications,
the development of this configuration was not justified.
• The compact unit had to be fabricated from high strength nickel
alloy (because of design stresses) which had long lead times
and were expensive.
• Fabrication of the intermeshing panels associated with the
compact heat exchanger design was judged to be not feasible.
Further design effort was conducted for the tube-in-shell configura-
tion and a preliminary component specification was written. However, the SNAP-8
program was terminated before any further work could be done on this component.
b. Physical Description.- The development of the intermediate heat
exchanger progressed to the point where feasibility and tradeoff studies and a
conceptual design were completed. The recommended tube-in-shell configuration
resulting from these efforts is shown in Figures 5-106 and 5-107. The heat
exchanger is a double contained, tube-in-shell, 600-kWt design. An eccentric
toroidal manifold is used to provide equal flow radially into the shell from
the reactor power loop inlet line and outlet line. The manifold design is
similar to that used on the mercury condenser. The intermediate loop inlet
and outlet manifolds are also similar in configuration to the condenser mani-
fold which never experienced a failure in test. The static NaK tubes separat-
ing the reactor loop from the intermediate loop are brazed to an inner static
NaK header. The basic design is similar to the configuration used for the
SNAP-8 NaK-to-mercury boiler.
A total of 121 intermediate loop tubes (1/2-inch OD) are encased in
a toroidal 9-88-inch OD shell. The material used throughout the heat exchang-
er is Type 316 stainless steel. Further details of the conceptual design
configuration are shown in Table 5-XXI.
c. Design Parameters.- The design parameters for the intermediate
heat exchanger are presented in Table 5"XXII.
5-7.1-2 Auxiliary Heat Exchanger
a. Functional Description.- The function of the auxiliary loop
heat exchanger is to transfer heat from the reactor primary loop to the heat
rejection loop of the 90-kWe system, as shown in Figure 5-103, to preheat
the condenser and radiator. The heat rejection loop flow is started and
maintained by the heat rejection loop NaK pump. The reactor primary loop
flow is started and maintained by the electromagnetic (EM) pumps.
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RPL SECTION —
ENVELOPE
1-3/4" ALLOWANCE
FOR INSULATION 8
THERMAL GROWTH
- RPL SECTION
ENVELOPE
-RPL ECCENTRIC
MANIFOLDS
Figure 5-106 Recommended Tube-in-Shell Configuration
for Intermediate Heat Exchanger
ECCENTRIC RFL MANIFOLD
SHELL
1-3/4" HOLES
8 PLACES
EVENLY SPACED
FLOW
IL SUDDEN
EXPANSION
MANIFOLD
IL DRAIN
STATIC NoK LINE
SECTION A'A
STATIC NoK TUBE
VIEW A
BRAZED
HEAT EXCHANGER MANIFOLD END
-RPL NoK ASTATIC
 NaK
-IL NaK
WELDED
IL TUBE
OUTER HEADER
Figure 5-107 Recommended Manifold Configuration for
Intermediate Heat Exchanger
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TABLE 5-XXI INTERMEDIATE HEAT EXCHANGER CONCEPTUAL DESIGN RESULTS SUMMARY
Shell
Number of Tubes
IL Tube (Inner)
Static NaK Tube (Outer)
Pitch/Diameter Ratio
Tube length (Heat Transfer)
Velocity in Tubes
Velocity in Shell
Tube-Side Pressure Drop
Shell Side Pressure Drop
IL Inlet (Sudden Expansion)
IL Outlet (Gradual Contraction)
Weight of Empty UK
Weight of RPL NaK @ 1125°F
Weight of RPL NaK @ 75°F
Weight of IL NaK @ 1125°F
Weight of LL NaK @ 75°F
Weight of Static NaK @ 112 5°F
Weight of Static NaK @ 75°F
Total Weight of Full UK @ 1125°F
Total Weight of Full IHX @ 75°F
Volume of RPL NaK
Volume of IL NaK
Volume of Static NaK
9.88 in. OD x 0.188 in. wall
121
1/2 in. x 0.035 in. wall
5/8 in. x 0.35 in. wall
1.252
103.5 in.
3.^3 fps
1.70 fps
0.286 psid
0.0066 psid
K = O.OU AP = 0.355 psid
K = 0.0k AP = 0.018 psid
635.19 lb
102.70 lb
122.1+5 lb
56.13 lb
67.01 lb
17.29 lb
19.81+ lb
811.36 lb
81+4.1+9 lb
3911+.00 in3
211+5.1+8 in3
633.90 in3
NOTE: The above results do not include pressure drop through the RPL eccentric
manifolds and holes into the shell or pressure drop through the TT, manifolds
into the tubes. Also not included are the design configurations for the
internal tube supports and shell baffles and their corresponding weights.
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TABLE 5-XXII INTERMEDIATE HEAT EXCHANGER CONCEPTUAL DESIGN
REQUIREMENTS
Heat Load
Flow (RPL and IL)
Reactor Primary Loop (RPL) Fluid
Intermediate Loop (IL) Fluid
Static Fluid
RPL Inlet Temperature
Log Mean Temperature Difference
Material
Inlet and Outlet Lines (RPL and IL)
Structural Design Temperature
Structural Design Pressure
600 kW
65,000 Ib/hr
NaK
NaK
NaK
1200°F
20°F
316 stainless steel
3 in. x 0.120 in. wall tubing
75
Shell Side Maximum Pressure Drop (max.) 1 psid
Tube Side Maximum Pressure Drop (max.) 3 psid
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Flow through the heat rejection loop side of the auxiliary heat
exchanger is maintained during reactor primary loop heatup prior to mercury
injection. When the proper temperature in the heat rejection loop is reached
and the SNAP-8 is started (by injecting mercury into the boiler), the "on-off"
valve in the auxiliary heat exchanger line is shut, thus isolating the reactor
primary loop from the heat rejection loop for the remainder of the steady-
state operation.
The auxiliary heat exchanger performs tvo major functions during
the startup and shutdown phases of the SNAP-8 nuclear power systems operation.
First, during system startup the auxiliary heat exchanger provides an initial
heat load for the reactor so that the reactor can more readily follow the
transients imposed during the mercury injection phase of the Rankine-cycle
loop startup. The NaK leaving the auxiliary heat exchanger on the auxiliary
loop side preheats the bailer-to-turbine vapor line and must be maintained
above some minimum temperature. Second, during system shutdown, the auxiliary
heat exchanger removes heat from the primary loop during reactor shutdown and
decay heat removal periods, ensuring that the reactor is not subjected to
high temperatures for long periods of time.
Although the auxiliary heat exchanger functions during several
phases of startup and shutdown, the significant operating point, as far as
heat exchanger design is concerned, occurs during the startup phase just
prior to mercury injection when the NaK pumps are operating at the 220-Hz
plateau.
Three units were fabricated by the General Electric Co. to the
configuration shown in Figure 5~108 for the 35-kWe system. No units were
designed or built for the 90-kWe system.
The design parameters for the 35-kWe system are listed in Tables
5-XXIII through 5-XXVTI for various operating conditions.
TABLE 5-XXIII AUXILIARY HEAT EXCHANGER DESIGN OPERATING CONDITIONS
Parameter
Thermal Energy Transfer Capability, kWt
P^rimary Loop Side Pressure Loss (Maximum), psid
^Auxiliary Loop Side Pressure Loss (Maximum), psid
NaK Outlet Temperature, Auxiliary Loop
Side (Minimum), °F
Quantity
TO - 100
0.15
1.0
1100
* Measured between inlet and outlet system/component interface.
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TABLE 5-XXIV SYSTEM CONDITIONS AT AUXILIARY HEAT EXCHANGER INTERFACE
Parameter Quantity
Flow Rate, Primary Loop Side, Ib/hr 27,000
Flow Rate, Auxiliary Loop Side, Ib/hr 1,150
NaK Inlet Temperature, Primary Loop Side, °F 1,300
NaK Inlet Temperature, Auxiliary Loop Side, °F 110
TABLE 5-XXV AUXILIARY HEAT EXCHANGER LONG-TERM NONOPERATING CONDITIONS
Pa rameter Va1ue
Flow Rate, Primary Loop Side 1+9,000 Ib/hr
Flow Rate, Auxiliary Loop Side 0
NaK Inlet Temperature, Primary Loop Side 1160 F
b. Physical Description.- The following describes the heat
exchanger shown in Figure 5-108:
• Shell: 5.00-inch OD x 0.120-inch wall, Type 316 SS, formed
in helix with a 6.00-inch pitch and approximately Ui-inch
coil diameter.
• Heat rejection tubes: Two in parallel, 1.25-inch OD x 0.0^9-
inch wall, Type 3l6 SS running the length of and within the
shell.
• Double-containment tubes: Two, one each surrounding the heat
rejection tubes, 1.50-inch OD x O.OU9-inch wall, Type 3l6 SS
running the length of the heat exchanger.
• Heat rejection inlet baffle tubes: Two, one each inside HR
tubes for 10.0-inch distance, 0.625-inch OD x 0.035-inch
wall, Type 316 SS. Their purpose is to reduce the high thermal
gradient between the heat rejection loop inlet NaK and the
primary outlet NaK.
• Swirl wire: On inside surface of outer shell to mix primary
NaK flowing through auxiliary heat exchanger.
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5.7-2 Mercury Flow Control Valve
The mercury flow control valve is located in the Rankine-cycle loop
between the mercury pump discharge and boiler inlet (Figure 5-109). This
valve meters the flow of mercury to the boiler during system startup and shut-
down cycles. The valve and drive motor assembly are shown in Figure 5-HO.
During startup and shutdown, flow is metered to the boiler according to pre-
scribed rates of increase or decrease by the movement of a shear plate at
constant speed over a shaped orifice plate for set periods of time. The rate
of travel of the shear plate, and therefore rate of change of flow, can be
varied by changing the voltage supplied to the valve drive motor. A secondary
function of the valve is to provide a means for trimming system power output
by adjusting mercury flow.
Tests in the Aerojet 35-kWe test facility and the NASA-LeRC W-l
facility were conducted from 1966 through midyear of 1970 using these valves.
Changes in valve requirements as a result of SNAP-8 system state-
point changes for the 90-kWe system, including the low-pressure mercury injec-
tion startup, necessitated modifications to the currently existing valves.
The modifications included changes in flow rate, pressure drop, and speed of
opening and closing the valve. However, the existing valve can meet the
requirements by merely changing the shaped orifice to meet the new requirements,
Speed changes can be obtained by increasing or decreasing the voltage input to
the valve motor.
5.7.2.1 Physical Description
The design employs the sliding-gate valve principle. The actuating
arm is pivoted in a ball and socket which is driven through a screw mechanism
and gearing by a dc electric motor. The motor is a standard commercial unit.
Bellows provide the primary seal between the valve body cavity and the ball
pivot, while the ball and socket act as a secondary seal to preclude the
escape of mercury to the environment. Seal disks are forced against the valve
seat with a spring which effectively minimizes leakage and ensures that the
sealing surfaces are wiped clean as the valve opens and closes.
The orifice plate was cut in a shape to result in a mercury flow
ramp rate prescribed for producing acceptable system startup transients.
Two microswitches are provided, one to stop the motor when the
valve approaches the full-open position, and one to stop the motor when the
valve is fully closed.
A position-sensing potentiometer was attached to the screw mechanism
at the top of the valve. The measurements of valve position versus flow at
various motor voltage settings were obtained during valve and system testing
to determine the best valve opening rates and required motor input voltages to
produce the flow ramp required for the power conversion system startup.
Table 5-XXVTII lists the requirements and parameters for the valve used in the
35"KWe system.
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TABLE 5-XXVIII DESIGN PARAMETERS FOR THE MERCURY FLOW CONTROL VALVE
Description of Requirements Design Parameters
Motor
Motor type
Nominal voltage, Vdc
Rated current, amp
Wattage
Rated torque, Ib-in.
Output shaft speed, rpm
Operating temperature range, F
Motor gear reduction
Gearing
Number of teeth (driven gear)
Number of teeth (driving gear)
Gear ratio
Worm Gear
Total linear travel, in.
Pitch of gear, in.
Linear speed, in./minute
Valve
Operating pressure, psia
Operating temperature, °F
Flow rate, Ib/hr
Full flov pressure drop, psid
Total time to open valve
External leakage
Internal leakage
Lubrication
Power required to maintain valve
in open or closed position
VaIve type
Permanent magnet
27
0.10
2.70
25.0
1.0
-65 to +250 (continuous), +400
(intermit.)
3763 to 1 (Gear Train Eff . = 50$)
66
30
2.2:1
0.^37
o.oUi6
0.0916
500
515
0 to 11,200
10
286 sec. @ Nominal Voltage
zero
100 cc/hr max.
Self Lubricating
None
Throttling, power operatec
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The materials of construction are listed in Table 5-XXIX. No basic
materials problems were encountered during tests. However, on occasion, mass
transfer from the mercury loop deposited in the valve and caused leakage in
excess of design requirements.
5.7.2.2 Demonstrated Performance
The demonstrated performance characteristics of the flow control
valve for the 35-kWe system are shown in Figures 5-111 and 5-112. Included
are valve resistance coefficients and valve actuator characteristics. Travel
time varies linearly with the valve opening for any constant power input.
The plots were based on experimental data utilizing mercury as the working
fluid.
An evaluation of the mercury flow control valve performance during
35-kWe system tests resulted in the generation of startup transients shown
in Figure 5-113-
Testing of the valve during the 35~kWe system test program was con-
cerned with the relationship between pressure drop and flow rate as a function
of valve position. These data are shown in Figure 5-llU. The data are not
correlated as a function of valve percentage-open, but rather as a function of
the position of the valve travel mechanism between the valve limit switches.
This method was used because the valve limit switches were not necessarily at
the full-closed or full-open positions and the calibration of the valve posi-
tion indicator was made between the limit switches. The data of Figure 5-llU,
therefore, pertained to the specific limit switch settings.
The mercury flow control valve was operated over a wide variety of
conditions as shown in Table 5~XXX. Listed are the approximate hours of opera-
tion within various temperature ranges, the number of temperature changes and
the number of valve position changes. The valve performance was good and no
problems were experienced.
Other tests, conducted as part of the 35-kWe system operation,
established the capability of the valve under many conditions and operational
modes. The basic valve design is considered to be capable of meeting the
requirements for properly controlling mercury flow during startup and shutdown
for the 90-kWe system with modifications to the shape of the orifice and
changes in the speed of opening and closing the valve.
5.7.3 Heat Rejection Flow Control Valve
The restart system for the 90-kWe SNAP-8 system requires the use of
a flow control valve for the heat rejection loop flow through the condenser.
Its location in the SNAP-8 90-kWe system is shown in Figure 5-115. The posi-
tions and movement of the valve are controlled by electrical signals from the
programmer.
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TABLE 5-XXIX MATERIALS OF CONSTRUCTION, MERCURY FLOW CONTROL VALVE
Item Description Material
Valve Body
Seal Seat
Seal Disk
Guide Disk
Spring, Seal Disk
Be Hews
Ball Socket
Valve Stem and Ball
Screw - Actuating
Nut - Actuating
Thrust Race
Thrust Bearing
Roller Bearing
Roller Bearing
Gear, Motor
Gear, Valve
Actuator, Electric Motor
Switch, High-Temp., Subminiature
Potentiometer
Receptacle, Electric
Haynes 25 Alloy (AMS-5759B)
Stellite 6B
Stellite 6B
Stellite 6B
Type 302 SS (AMS-5688)
Type 321 SS
Type 3^7 SS
Stellite 6B
Stellite 6B
Type UK) SS
Torrington Co. P/N TBR-815
Torrington Co. P/N NTA-815
Torrington Co. P/N J-88
Thompson Co. P/N A-6101U-SS
Type 303 SS
Brass
Barber-Colman, EYLC 9353-1
Minark Electric Co., Unimax
Type FC-2
Bourns Inc, Model 157, l.OOO1
Travel, SK± 5$, Type 5,
P/N 15725-9-1.00-502
MS-3102A-16S-8P
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Figure 5-Ilk Pressure Drop vs Flow Rate and Valve Position
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TABLE XXX MERCURY FLOW CONTROL VALVE OPERATING CONDITIONS
DURING 35-KWE SYSTEM TESTS
Temperature Ranges
200-300
300-UOO
14-00-500
500-530
(°F) Approximate Operating Time
30
65
185
20
(Hr)
Approximate Temperature Changes ( F)
From 200
300
^4-00
500
hOO
300
to 300
to UOO
to 500
to UOO
to 300
to 200
Number of Changes
10
6
7
7
6
2
Valve Position Changes
Startup from full -closed position
Flow Rate change during testing
Number of Changes
9
75
Note: Ambient temperature ^ 150 F
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BOILER
MBIV
MERCURY
PUMP
HEAT REJECTION
FLOW CONTROL VALVE,
TO AUXILIARY HEAT EXCHANGER
TO PMA COOLANT HEAT EXCHANGERS
HgFCV MERCURY FLOW CONTROL VALVE
HRFCV HEAT REJECTION LOOP FLOW CONTROL VALVE
MBIV MERCURY BOILER ISOLATION VALVE
MCIV MERCURY CONDENSER ISOLATION VALVE
NDV NoK DIVERTER VALVE
PLR PARASITIC LOAD RESISTOR
FROM
SHIELD COOLANT
HEAT EXCHANGER
Figure 5-115 Portion of the 90-kWe System Schematic Showing Location
of Heat Rejection Flow Control Valve
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Prior to the SNAP-8 system startup, the heat rejection flow control
valve is signalled, to move to the zero percent open (closed) position. The
valve remains in this position throughout the reactor startup and mercury
injection periods until the condenser pressure reaches a predetermined upper
limit value. At this time the \alve is signalled to move, at a constant rate,
(l) in a direction to increase the flow through the condenser if the condens-
ing pressure exceeds the predetermined upper limit value, (2) in a direction
to decrease the flow through the- condenser if the condensing pressure is below
a predetermined lover limit value, or (3) to remain stationary if the condens-
er pressure stays within the upper and lower limit, values.
After the startup has proceeded to the point where rated mercury
flow is attained, the valve is signalled to move to a predetermined position
which will establish rated flow in the heat rejection loop.
During shutdown, the valve will be signalled to move in a manner to
maintain condensing pressure at a predetermined level. Generally, the valve
will be signalled to move in a direction to decrease the flow through the
condenser.
The valve design parameters are listed in Table 5-XXXI.
5.7.3.1 Physical Description
The three conceptual designs proposed to meet the requirements of
the 90-^ Vfe system all employed the use of a dc motor to drive each respective
valve. One design was for a plug valve set at a 1^5 degree angle to the flow
path and driven by the motor through a ball-screw. Another design included a
spring-loaded shear plate driven by the motor through a screw. The third
design included a spring-loaded shear plate on a pivoted shaft and driven by
the motor through spur gears and screws. This design was almost identical to
the mercury flow control valve,
5.7.3.2 Design Parameters
The design parameters for the heat rejection flow control valve
planned for the 90-kWe system are listed in Table 5-XXXI. Many changes to
the requirements were considered, one of which was the bypass flow of NaK
through the valve when the valve was fully closed. This was incorporated in
the three conceptual designs described above, as was a requirement that the
dc motor be capable of operation in a 600 F environment. The latest revisions
to the system however, deleted the need for bypass flow and reduced the motor
temperature from 600 to U50°F.
Figure 5-11.6 is a plot of pressure drop end flow rate v.-rsui; per
valve opening for the new valve, and Figure 53-117 i- a plot of orifice effec-
tive area versus percent valve opening. These plot:; and the design parameters
of Table 5-XXXI essentially describe the basic requirements of the valve.
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TABLE 5-XXXI DESIGN PARAMETERS - HEAT REJECTION FLOW CONTROL VALVE
Description of Requirement Design Parameters
Operating Temperature,
Flow Rate, Ib/hr
Working Pressure, psig
Valve Response
Leakage, Internal
Pressure Drop, Full Open, psid
Operating Life, hours
Pover Requirements
50 -
0 - 59,000
0-85
Start Open Within
100 milliseconds.
Open or Close at
0.35$ of Full Travel
per Second.
Shall not Exceed
1000 cc/hr.
1000 Cycle, 0^,000
28+2 Vdc,
10 amps max.
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5.7.4 NaK Diverter Valves
The need for a NaK diverter valve became apparent with the dee'uviou
that two primary-loop NaK pump assemblies should be used in parallel witli the
35-kWe system. This was based on the redundant-system concept wherein one
NaK pump would operate and, in the event of failure, the second pump could be
put on line. In such an operational mode, it was evident that flow from dis-
charge to suction of the nonoperating pump should be reduced to a point where
only preheating of the nonoperating pump should be allowed.
NaK diverter valves are required at the outlet of the redundant NaK
pumps in the intermediate loop and heat rejection loop of the 90-kWe system,
as shown in Figure 5-118, and at the outlet of the redundant NaK pumps in the
primary loop of the 35~kWe system as shown in Figure 5-119.
5.7-4.1 Physical Description
The cross-sectional drawing of the valve can be seen in Figure 5-120.
The valve is in a "Y" configuration with all three ports having a 2.5-inch out-
side diameter and a 0.083-inch wall thickness.
There are two inlet ports and one outlet port. Each inlet is con-
nected to its respective NaK pump discharge line. The outlet port is common
to both inlets. The hinged poppet assembly is situated in the valve body such
that it will swing away from the flowing NaK port and into the other port.
This effectively allows flow to proceed from the active port, through the
valve, and out the valve discharge port. Recirculatory flow from the active
pump, through the inactive pump, and back to the active pump suction is thus
prevented. However, an orifice placed in the poppet plate is designed to
allow 200 Ib/hr of NaK to flow through the idle pump to maintain it at proper
standby temperature.
The bracket shown between the two inlets was added to prevent the
transmittal of any system line loads into the valve proper.
5.7-4.2 Design Parameters
The operational mode design parameters for the delivered valve are
summarized in Table 5-XXXII. The other design parameters are summarized in
Table 5-XXXIII. These were based on the 35-kWe system. The value would have
to be increased in size from a 2.5-inch port diameter to 3.0 inches to accom-
modate the increase in NaK flow from 49,000 Ib/hr to 58,000 Ib/hr for the
90-kWe system. This change was not incorporated however, due to the termina-
tion of the SNAP-8 program.
5.7.4.3 Mechanical and Thermal Design
A flexure joint was chosen over a pivoted joint because of the poor
lubricity of NaK and the possible galling of the pivot. Materials had to be
selected carefully because of the high NaK temperature and the susceptibility
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TURBINE-ALTERNATOR
NoK
DIVERTER
VALVE MERCURY PUMP NoK DIVERTER-VALVE
RADIATOR
Figure 5-118 90-kWe System Schematic Showing Location of NaK Diverter Valves
NoK DIVERTER VALVE
RADIATOR
NoK PUMP
Figure 5-H9 35-kWe System Schematic Shoving Location of WaK Diverter Valve
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INLET PORT INLET PORT
HINGE
POPPET ASSY
RECIRCULATION
FLOW ORIFICES
[—2.500
DIA OUTLET PORT
Figure 5-120 Cross Section of NaK Diverter Valve
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TABLE XXXIII NaK DIVERTER VALVE DESIGN PARAMETERS
Description Design Parameter
1. Pressure Drop (inlet Port
to Outlet Port)
2. Backflow (inlet Port to
Inlet Port)
3. Flowrate
h. Temperature
5. Pressure
6. External Leakage
7. Operating Life
8. Reversals in Direction of
Movement
9- Valve Position,
Nonoperating
10. Transient Temperatures
0.1 psid at 12,000 Ib/hr NaK at 1200°F
1.0 psid at 29,000 Ib/hr NaK at 1200°F
Backflow Orifice - Size Equivalent to a
flow of 200 Ib/hr NaK at 1110-ll6o F and
aAP of 25 psid.
Seal Leakage - 10$ of backflow max.
U9,000 Ib/hr of 1200°F NaK at an inlet
pressure of 50 psia.
Operating: +50°F to 1350°F
Nonoperating: -65°F to +l65°F.
Operating: 75 psia (Max.)
Proof: 122 psia (Min.) at Room Temp.
Burst: 530 psia (Min.) at Room Temp.
_7
1 x 10 standard cubic centimeters per
second (SCCS) Helium (Max.) at 15 psid
5 years unattended at a fluid temperature
of 1200°F including a minimum of 1000
full operating cycles during the service
period.
10,000 minimum
Normally open
50°F to 1300°F at an average rate of
150 F/minute and a maximum rate of
600 F in 15 seconds.
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of many materials to NaK corrosion. Table 5-XXXIV lists the materials chosen.
The Stellite 6-B valve seat was incorporated to resist corrosion and erosion
as well as to minimize the possibility of "cold welding" between the poppet
and seat.
TABLE 5-XXXIV NaK DIVERTER VALVE MATERIALS OF CONSTRUCTION
Description Material
1. Valve Body
2. Bracket
3. Poppet Shell
U. Poppet Seal Ring
5. Poppet Orifice Plate
6. Hinge
7. Hinge Retainer
8. Poppet & Hinge Assy
Braze Material
9. Valve Seat
Type 316 Stainless Steel
Type 316 Stainless Steel
Type 304 Stainless Steel
Inconel 718
Inconel 718
Inconel 718
Inconel 600
AMS 14T78 and AMS 2675
Stellite 6B
The poppet was shaped in the manner shown in Figure 5-120 to assure
quick closing and a minimal resistance to flow. As it moves toward the closed
position, the side of the poppet begins to block the port, thus increasing the
pressure differential across the poppet, which in turn causes it to move more
rapidly to the full-closed position.
An extensive and detailed stress analysis was performed by the
supplier and reviewed by Aerojet. The stress levels were well within the
yield strength of the materials used, and in most cases they were well below
the proportional limit of the materials.
5.7.4.U Demonstrated Performance
A prototype valve acceptance test was performed with water as the
test fluid; the valve responded well under all conditions. Test results agree:
with the analytical predictions. The tests represented the minimum checkout
testing conducted to verify correct fabrication and assembly of the valve, and
were not intended as a complete development test program. The unit success-
fully completed the development checkout tests with results that were within
specified requirements.
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5.7-5 Solenoid Valves
Two-position, latching, double-solenoid valves are used throughout
the SNAP-8 system vith polyphenyl ether, mercury, and NaK as service fluids.
The valves are used primarily to allow or prevent flow of the particular
service fluid in a given portion of the system. All but one of the valves
are two-way valves of the same basic design vith the remaining one a four-way
valve. The location of each valve in the 90-kWe SNAP-8 system is shown
schematically in Figure 5-121. Operation of the valves is controlled by the
programmer during startup and shutdown cycles. During steady-state system
operation, all valves remain in a fixed position.
A total of thirteen solenoid valves are required in the 90-kWe
system in the following locations:
• Turbine-Alternator.- One at the inlet and one at the outlet of
the bearing lubricant circuits for each side of the dual path
turbine-alternator; a total of four valves. The purpose of
the valves is to prevent the flow of the lubricant fluid into
the bearing cavities when the turbine-alternator is not operat-
ing, or when operating at reduced speeds during startup and
shutdown transients. Flooding of the bearing cavities prior
to a startup can result in excessive resistance to rotation
and long acceleration periods during the startup transient.
• Mercury Pump.- One at the inlet and one at the outlet of the
bearing lubricant circuit. The purpose of these valves is
the same as stated for the turbine-alternator.
• Auxiliary NaK Coolant Loop.- One in the auxiliary NaK loop
line between the branch point from the heat rejection loop and
the inlet to the auxiliary heat exchanger. Flow through this
branch circuit is required only during startup and shutdown
cycles. If flow were permitted through this branch circuit
during normal system operation, a large loss of reactor heat
would occur resulting in poor system performance.
• Mercury Injection System.- Six solenoid valves are associated
with the operation of the mercury injection system during
startup and shutdown cycles. Five of the valves have mercury
as the service fluid and the sixth valve is located in the
lubricant-coolant loop with polyphenyl ether as the service
fluid. The location and function of the individual valves is
as follows:
- Mercury condenser isolation valve.- One of these valves is
located in the mercury line at the outlet of each condenser;
a total of two valves. The purpose of these valves is to
prevent the back-flow of mercury into the condenser during
startup when mercury is being injected into the Rankine-
cycle loop. When the injection cycle is completed, the valves
are opened and remain open during normal steady-state system
operation.
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SV-3
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SV-6
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MERCURY FLOW CONTROL VALVE
HEAT REJECTION LOOP FLOW CONTROL VALVE
MERCURY BOILER ISOLATION VALVE
MERCURY CONDENSER ISOLATION VALVE
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Figure 5-121 90-kWe System Schematic Showing Location of Solenoid Valves
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Mercury boiler isolation valve.- One of these valves is
located in the mercury line at the inlet to the boiler.
The purpose of this valve is twofold; first, to permit a
solid fill of liquid mercury in the loop as close to the
boiler inlet as possible prior to injection of mercury
into the boiler during startup; and, second, to rapidly
stop the flow of mercury to the boiler during an emergency
shutdown.
- Mercury injection valve.- One of these valves is located at
the outlet of the mercury reservoir to permit the flow of
mercury into the Rankine-cycle loop during system startup;
it will also permit mercury to flow into or out of the loop
during mercury inventory trim periods.
- Mercury reservoir recharge valve.- One of these valves is
located in a line between the mercury pump discharge and
the mercury reservoir outlet port. During system shutdown
with the mercury pump continuing to operate, this valve is
opened to permit the mercury loop inventory to be pumped
back into the mercury reservoir.
- Mercury reservoir actuator valve.- A four-way valve is
located in the lubricant-coolant loop to act as a flow-
direction device for operating the mercury reservoir
actuating piston. When the valve is in the "inject" position,
pressure and flow from the lubricant coolant pump is
directed through the valve to one side of the mercury
reservoir actuator to inject fluid in the mercury loop.
When the valve is moved to the "dump" position, the mercury
reservoir actuator moves to permit the rapid return of
mercury from the loop to the reservoir.
A total of ten solenoid valves are required in the 35-kWe system.
All of the types and functions described for the 90-kWe system are required;
but, since only one condenser is used in the 35-kWe system, only one mercury
condenser isolation valve is required and, since a single-path turbine-
alternator is used in the 35-kWe system, only one inlet and one outlet valve
are required in the bearing lubricant circuit.
A photograph of the latching double-solenoid valve is shown in
Figure 5-122. Each valve has an opening and a closing solenoid. The valve
is held open or closed by ball detents on the valve plunger, so that no
electrical power is required to hold the valve in either position.
Figure 5-123 shows the typical current required to attain a pull
force in the solenoid for various plunger-to-solenoid gaps. Curves of pres-
sure drop vs. flow through the valve and differential pressure across the
valve versus minimum volts to actuate the valve open or closed at various
solenoid temperatures are shown in Figure 5-12U for a typical valve.
5-219
Figure 5-122 Two-Position, Latching, Double-Solenoid Valve
PULL CURVE-IN AIR
SOLENOID ASSY V546I2-I6
610/608 DIA PLUNGER
COIL: NO. 20 GAGE COPPER
26% NICKEL CLAD
IOOO TURNS
3.2 OHMS
6O« INCLUDED ANGLE STOP &
PLUNGER
PLUNGER WEIGHT:.27 L8S
SOLENOID PULL, L8S
Figure 5-123 Solenoid "Pull" Curves - Various
Plunger-to-Solenoid Gaps (Typical)
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5-7-6 Expansion Reservoirs
Eight expansion reservoirs were required in the 90-kWe system;
• Intermediate loop reservoir.- located in the NaK loop between
the intermediate loop heat exchanger and the boiler. Its pur-
poses are to maintain a void-free loop, compensate for a loop
volume increase due to a temperature increase, and to ensure a
net positive suction head for the pump.
• Heat rejection loop reservoir.- located in the heat rejection
loop between the condenser and the radiator. Its purposes
are the same as those for the intermediate loop reservoir.
• Boiler reservoir.- part of the static NaK system of the boiler.
Its purposes are to maintain a void-free static NaK system to
assure good heat transfer, especially in zero-gravity, and to
compensate for a volume increase due to a temperature increase.
• Lubricant-coolant reservoir.- located in the lubricant-coolant
loop. Its purposes are the same as those for the intermediate
loop reservoir.
• Reactor power loop reservoir.- located in the NaK loop between
the reactor and the intermediate loop heat exchanger. Its pur-
poses are the same as those for the intermediate loop reservoir,
• Intermediate heat exchanger reservoir.- part of the static NaK
system of the heat exchanger. Its purposes are the same as
those for the boiler reservoir.
• Shield coolant heat exchanger reservoir.- part of the static
NaK system of the heat exchanger. Its purposes are the same
as those for the boiler reservoir.
• Auxiliary heat exchanger reservoir.- part of the static NaK
system of the heat exchanger. Its purposes are the same as
those for the boiler reservoir.
Figure 5-125 is a schematic of the 90-kWe system, showing the loca-
tion of the expansion reservoirs described above.
Analyses were performed to size the reservoirs for the 90-kWe system
configuration using S-shaped boilers, an intermediate loop, and a parallele-
piped frame. A review of the reservoir specifications and design criteria was
conducted.
As a result, new or revised specifications, incorporating all the
changes required to meet conditions for the 90-kWe system, were prepared for
the intermediate, heat rejection, and lubricant-coolant loop expansion reser-
voirs and for the boiler expansion reservoir.
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Other specifications planned for the 90-kWe system, but not written
due to program termination, were for the reactor power loop, the intermediate
heat exchanger, and the auxiliary heat exchanger. It was planned to make the
intermediate loop and the heat rejection loop reservoirs identical in diameter
(18.5 inches) and length ($k inches). The lubricant-coolant reservoir was
planned to be the same diameter, but shorter (26 inches). This would permit
the three reservoirs to be made from the same bellows forming dies and tool-
ing, permitting a substantial cost saving.
All reservoirs were planned to be of the same design, namely:
• A tandem-bellows configuration with encapsulated service fluid
between the outside of the bellows and the inside of the reser-
voir shell to reduce the pressure differential across the bel-
lows to a reasonable value for long life.
• A captured diatomic gas as the pressurant to be precharged and
contained within one of the bellows.
• A small gas vent line in the bellows containing the service
fluid to remove any gases trapped or generated in the particu-
lar loop that the reservoir services.
• The bellows configuration was to be of the "nesting ripple"
design, welded at each convolute outside and inside diameter.
The "nesting ripple" design would allow for the maximum bel-
lows stroke for the minimum overall length. This was an
important factor in the 90-kWe system.
A sketch of the basic expansion reservoir design can be seen in
Figure 5-126. The split plate shown between the two bellows was designed to
compensate for volume changes in the encapsulated service fluid as the temper-
ature increased. In this way the bellows convolutes would not be subjected
to stresses resulting from the expanding encapsulated service fluid.
Inconels and stainless steels were used as materials of construction.
The Inconels were chosen for the high-temperature applications, whereas the
Type 300 stainless steels were chosen for the lower-temperature applications.
All reservoirs were cylindrical with the intermediate loop, reactor
loop, heat rejection loop, and lubricant-coolant loop reservoirs being of the
same diameter.
Table 5-XXXV shows a typical list of expansion reservoir design
parameters when a welded bellows is used for a 1400 F NaK application.
NESTING
RIPPLE
WELDED
BELLOWS
CAPTURED
DIATOMIC
GAS
SYSTEM
SERVICE
FLUID
ENCAPSULATED
SERVICE FLUID
SPLIT HEADER
PLATE
FROM
SYSTEM
SYSTEM GAS
VENT LINE
Figure 5-126 Basic Expansion Reservoir Design
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TABLE 5-XXXV TYPICAL DESIGN PARAMETERS - PRIMARY NAK LOOP EXPANSION RESERVOIR
Design Parameter Value
1. Bellows OD and ID, in.
2. Bellows effective area, in.2
3- Maximum volume, in.
h. Bellows materials
5. Material thickness, in.
6. Number of convolutes
7. Bellows free length
8. Active bellows stroke, in.
9. Stroke per convolute, in.
10. Bellows spring rate, Ib/in.
11. Pressure to stroke, psid
12. Bellows nested length, in.
13. AP allowable - bellows, psid
2
lU. Allowable stress, Ib/in.
15. Expulsion efficiency, %
16. Shell material
IT. Pitch, in.
18. Pitch-to-span ratio
19. Total estimated dry weight, Ib
20. Proof pressure, psid
21. Burst pressure, psid
22. Life cycles - min. at 11TO°F
21.0 x 19.0
NaK = 1*715, Gas = 8200
Inconel 625
0.010
NaK = 56, Gas = 56
16.79 in. at 0.300 in. pitch
15.0
0.27
NaK = 22.5, Gas = 2 2 . 5
1.10 for 15.0 in. stroke
1.79
23.7 internal to external at 70°F
17,300 at 1UOO°F
Greater than 98
Inconel 718
0.300 max., 0.032 min.
0.3 max.
212
200 for shell
1*50 for shell
Infinite
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5-7-7 Mercury Injection System
The functions of the mercury injection system are:
• Store liquid mercury during launch and system heatup prior to
power conversion system.
• Inject mercury into the low pressure (suction) side of the
mercury pump at a programmed rate to assure a smooth startup
without subjecting the reactor to thermal shock.
• Control mercury loop inventory at the best level for efficient
system operation. Mercury would be removed or added to the
mercury loop as required.
• Add mercury to the loop to make up any losses through pump or
turbine seals-to-space.
• Accept the mercury inventory pumped into the mercury reservoir
by the mercury pump during a system shutdown such that a re-
start can be initiated with no external assistance.
The location of the mercury injection system in the SNAP-8 90-kWe
system is shown schematically in Figure 5-127, and a photograph of the mercury
injection system for a single start 35-kWe system shipped to NASA-LeRC is shown in
Figure 5-128. This unit contains a single bellows and is pressure actuated
using a nitrogen gas bottle, regulator, and valves as shown. However, the
design planned for the 90-kWe system at the termination of the program can be
seen in Figure 5-129- This design incorporated redundant bellows, an actua-
tor piston, and a four-way valve with the lubricant-coolant fluid supplying
the actuating force. Wo units were procured nor was the design developed
beyond the conceptual stage.
Ten concepts analyzed were all low-pressure systems. All concepts
were analyzed, based on the following operational requirements and limitations:
• Operate in a zero to one gravity.
• Perform a minimum of 20 startups and shutdowns without adjust-
ment or servicing.
• Multiple startup attempts (at least two).
• Trim the inventory in the mercury loop to establish valid
steady-state conditions in the condenser.
• Accept mercury inventory during a normal shutdown.
• Accept mercury inventory during an emergency shutdown.
• Respond to an emergency shutdown signal any time after
initiation of injection.
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• Stop injecting mercury when a specific minimum quantity has
been injected and a minimum pressure in the condenser has been
reached.
• When the mercury pump is operating, the pump inlet conditions
must be maintained above minimum NPSH for the particular speed
and flow, and below the pressure capability of the visco seal.
• Maintain predictable and repetitive pressure-versus-time profile
at the mercury flow control valve inlet during the injection
phase.
• Make up for nominal leakage past the turbine-alternator and
mercury pump seals.
• Not required to overcome loss of mercury loop integrity.
The system selected for the 90~kWe system was a low-pressure injec-
tion reservoir with redundant bellows, powered by a piston which was moved by
the pumped lubricant-coolant fluid. Porting to inject or extract mercury to
or from the main loop was controlled by a four-way valve in the lubricant-
coolant loop such that discharge pressure from the lubricant-coolant pump
could be directed to either side of the actuating piston.
A preliminary specification was prepared and vendors were being
contacted to formulate a workable, fabricable design of the mercury injection
reservoir at program termination.
A mercury injection system for a single-start 35~kWe system include
a mercury injection reservoir which consists of a 120 convolute, nesting
ripple, 0.012-inch thick, Type 3^7 SS bellows, a ball-end safety shutoff
valve, a hold-down bolt, a pressure gate, and a canister. The shutoff valve
is a double solenoid, latching, spring-loaded shear plate design. The nitro-
gen pressurization system consists of a 3000-psig pressure vessel, a two-way
solenoid valve, a pressure regulator, a charge valve and a check valve. This
system is mounted on a plate that is welded to the bottom of the reservoir.
The design parameters of the existing mercury injection systems for
a single-start 35-kWe system are itemized in Table 5-XXXVI. The design
parameters for the low-pressure mercury injection system for the 90-kWe system
utilizing the lubricant-coolant pump discharge pressure for actuation are
itemized in Table 5-XXXVII.
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TABLE 5-XXXVI DESIGN PARAMETERS - MERCURY INJECTION SYSTEM
FOR SINGLE-START SNAP-8 35~kWe SYSTEM
Parameter Design Description
Reservoir Assembly
Number of convolutes
Diaphragm thickness & type
Material
Bellows OD & ID
Effective area
Spring rate
Volume displacement
Operating pressure
Internal to bellows
External to bellows
Bellows & top plate weight
Stresses (includes pressure
stress at 10 psi AP and
deflection stress)
ID joint (room temp.)
Mean stress
Alternating stress
Life
OD joint (room temp.)
Mean stress
Stroke
Fundamental longitudinal
accordion vibration mode
Shell requirements
Operating pressure
Proof
Burst
Bellows acceptance test fluid
Shell material
120
0.012 in., nesting ripple
Type 3VT SS
8.00 x 6.50 in.
UlA in.2
20 Ib/in.
335 in. min. with 10 psid max.
600 psi max. with AP internal to external
10 psi max.
600 psi max. with AP external to internal
30 psi max.
19.27 lb
23,000 Ib/in.
16,000 Ib/in.2
Infinite
21,000 Ib/in.2
16,500 Ib/in.2
Infinite
8.75 in.
10 Hz
1800 psig
2250 psig
2500 psig
Freon TF-22
Type UlO SS
5-231
TABLE 5-XXXXVI (continued)
Parameter Design Description
Nitrogen Pressurization System
Pressure vessel volume
Solenoid valve
Operating pressure
Proof pressure
Burst pressure
Flow rating
Current drain
Pressure regulator
Outlet pressure
Flow rating
Lockup
Startup & Shutoff Double-Solenoid Valve
Current Drain
Minimum pull voltage at 72 F.
Normal operating pressure
Maximum solenoid temperature
Flow capacity
150 in. min.
3000 psig
5^00 psig
6660 psig
With inlet press, range of 3000 psig
to TOO psig & an increasing flow from
zero to 5 SCFM, the outlet pressure
is to be maintained at 600 +_ 15 psig.
l.k amps max. at 18 - 30 Vdc,
Continuous duty
600 + 15 psig
Zero to 5 SCFM (increasing flow only)
at 600 +_ 15 psig.
650 psig (Max.) regulated pressure
3.0 amps max. at 28 Vdc., intermittent
duty.
15 Vdc at zero psid, 28 Vdc at 350 psid
350 psid
0^0°F (soak), 275 F (operating)
600 Ib/hr (polyphenyl ether) at 0.25
psid and 250 F.
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TABLE 5-XXXVII DESIGN PARAMETERS - MERCURY INJECTION SYSTEM
FOR SNAP-8 90-kWe SYSTEM
Parameter Design Description
Reservoir Assembly
Large Bellows OD & ID
No. convolutes (large bellows)
Small bellows OD & ID
No. convolutes (small bellows)
Diaphragm thickness & type
(large bellows)
Diaphragm thickness & type
(small bellows)
Stroke (large bellows)
Nested height (large bellows)
Effective area (large bellows)
Total volume (large bellows)
Press, req'ts (large bellows)
Operating
Proof
Burst
Temp. Req'ts (large bellows)
Operating
Maximum
Press, req'ts (small bellows)
Operating
Proof
Burst
Temp, req'ts. (small bellows)
Operating
Service life
Weight
Shell & plates mat'l.
17.00 in. OD x 16.00 in. ID
15
1.062 in. OD x 0.562 in. ID
68
0.008 in. thick, AMS 5507 (3l6 L)
0.005 in. thick, AMS 5507 (316 L)
3.360 in.
0.390 in.
213.8 in.2
690 in.3
80 psia max.
150 psia
250 psia
50°F to
600°F
100 psia max.
188 psia
313 psia
50°F to 250°F
5 years
130 Ib
AMS 5507 (316 L)
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6.0 ELECTRICAL CONTROL SYSTEM
6.1 CONTROL SYSTEM DESIGN
6.1.1 Introduction
The SNAP-8 eletrical control system provides the control and regula-
ting functions necessary for startup, steady-state operation, and shutdown of
the power plant. These functions include:
• Regulation of the turbine-alternator speed to provide constant
output power frequency to the load.
• Regulation of the alternator output voltage.
• Control of the startup and shutdown sequencing.
• Providing startup and shutdown power.
• Protection of the power system and connected load.
The components which perform these functions and their interconnections
are shown diagrmatically on Figure 6-1. The major control system components are:
6.1.1.1 Voltage Regulator-Exciter.- The alternator output voltage is controlled
by controlling its field excitation power. The voltage regulator-exciter sup-
plies field excitation power to the alternator as required to maintain constant
output voltage.
6.1.1.2 Speed Control System.- The speed of the turbine-alternator is regulated
by matching the output power to the available turbine power. This is accomplished
by means of a parasitic load which absorbs any power in excess of the vehicle
load requirements. The speed control module regulates the output power frequency
by controlling the power flow through the saturable reactor to the parasitic
load.
• Parasitic Load Resistor.- Absorbs the power output from the speed
control saturable reactor.
• Programmer.- Controls all functions of the power conversion
system including sequencing at startup and shutdown, and pro-
vides internal and external fault protection in conjunction
with the protective system.
• Protective System.- Detects internal and external faults in the
electrical system and initiates the necessary corrective action.
• Inverter.- Converts dc battery power to adjustable frequency,
adjustable voltage ac power as required to operate the pump
motors during startup and shutdown of the power conversion
system.
6-1
IIT
*
msCDCO•HnooHfflOSn-PCOOroo•H'M-POCDHHI
6-2
• Direct-Current Power Supply.- Provides a power source for startup
and shutdown of the power conversion system. It includes means
of recharging and maintaining the batteries during periods which
the power conversion system is operating.
• Vehicle Load Breaker.- Connects the vehicle load to the power
conversion system.
• Motor Transfer Contactors.- Transfer the pump motors from start-
up and shutdown inverter power to alternator power for steady
state operation.
6.1.2 90-kWe System
The electrical system block diagram for the 90 kWe system is shown
in Figure 6-2. The system design utilizes existing SKAP-8 components with a
minimum of modifications.
Two SKAP-8 alternators are required to generate 120-kW of electrical
power to supply 90-kW of useful output in addition to the power system auxiliaries,
They will be driven by a single turbine assembly and operate in parallel. The
sharing of the electrical power (kW) will be accomplished by proper alignment
of the stators and rotors of the two alternators. Once the relationship between
the two machines is set the load sharing is established by the machine electrical
characteristics. The power output of an alternator is a function of the angle
between the internal voltage and the terminal voltage commonly referred to as
the displacement angle, or power angle.
The terminal voltage of two alternators connected in parallel is
identical; therefore, the load division is a function of the power angle of
each machine. When machines are coupled mechanically to a common prime mover,
the power angle is determined by the alignment between the two machines. To
determine the effect of angular differences between the two machines on their
load sharing, the kW output vs power angle was calculated for the SNAP-8
alternator. Figure 6-3 shows that, for 60 kW output at 1.0 PF, the power
angle is 28.3 degrees. Allowing a maximum unbalance load of 10$ between two
paralleled alternators, the maximum angular alignment error may be determined
from the power vs power angle curve. If one alternator is supplying 57 kW
while the other is supplying 63 kW, the power angles are 26.6 degrees and
30.2 degrees, respectively. The difference of 3.6 electrical degrees or 1.8
mechanical degrees is the angular tolerance allowed between alternators to
divide the load within ICrfo of each other.
The angular deflection of the alternator quill shaft will have little
effect on the load sharing between machines. The calculated deflection at
60 kW load is only 0.21 degrees. Inasmuch as the load sharing is affected by
the difference between the two quill shafts, the net effect will be negligible.
Proper alignment between machines can be accomplished by control of
winding placement and by proper indexing of the assemblies. As an alternative
the alternators may be adjusted on test by incorporating a means of adjusting
the stator angular position.
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The reactive load division between alternators may be accomplished
by supplying the same field excitation to each machine. For a particular
machine operating at a constant output voltage the field current, power output
(kW) and power factors are interrelated. Therefore, if the power output and
field current are predetermined then the power factor is also predetermined.
For example, if the field current of the two alternators is made identical by
connecting the two field coils in series, and the power is divided equally by
proper alignment as previously discussed, then the power factor of each machine
will be the same within the limitations imposed by machine manufacturing
variations. Figure 6-k- shows the relationship between power factor, field
current and power output of the SWAP-8 alternator. For a power factor change
from 1.0 to 0.95 lagging at 60 kW output, the field current change is from
12.2 to ll+.3 amperes. This difference is an indication of the strong influ-
ence of the power factor upon the field current of the alternator. Considering
that the variation in rated load field current of the five prototype alternators
was less than one ampere, it can be expected that the power factor difference
between paralleled alternators would be less than 0.05 units.
A single voltage regulator-exciter will supply excitation and control
the voltage of two alternators. The saturating current potential transformer
(SCPT) will require modification to meet the modified requirements of the higher
rated system. The total excitation power of the two alternators each operating
at 60 kW, 1.0 PF, is lower than one alternator operating at its original design
rating of 60 kW, 0.75 PF, as shown by the following table.
Alternator rating, kW
Alternator PF
Alternator field current
Alternator Excitation Required
35-kWe System
60
0.75 lag
19, amp
Alternator field voltage hQ
Alternator field power, watts 912
Alternator output current, amp 222
SCPT current, amp 222
Excitation power required, watts 912
90-kWe System
60 (2 Req'd)
0.975 lag
13 (each)
31 (each)
U03 (each)
171 (each)
3^2 (total)
806 (total)
The primary winding of the static exciter would require fewer turns
capable of a higher current capacity while the output winding would need more
turns of a lower current capacity to meet the requirements of the combined
alternator system. The overall size of the unit should be the same since the
power output is similar.
As an alternative to supplying equal excitation to both alternators
from a single voltage regulator-exciter, two voltage regulator-exciters may
be used with cross-current compensation. This would force oqual divisions of
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6-6
reactive kVa by sensing current of each alternator and adjusting the field
excitation to minimize the circulating currents.
The speed control for the 90-kWe system would require a capability
of dissipating approximately 100 kW of electrical power. This can be accom-
plished by using two of the present SRA.P-8 speed control units and parasitic
load resistors rated 50 kW each. For best results, the frequency settings
should be staggered so that the power to one unit will approach minimum before
the second unit is unloaded. This will decrease the speed regulation accuracy
slightly but will result in less system voltage distortion due to nonlinear
currents to the speed control.
The third consideration for parallel operation of alternators is
stability. Instability can result from variation in driving torque, load, and
field excitation. The relationship between torque and power angle along with
the mechanical inertia of the rotating parts and the damping torque resulting
from the rate of change of the power angle could provide the elements of an
oscillatory system.
The conditions imposed by the proposed parallel operation of alterna-
tors eliminate most of the variables that could cause instability. Variations
in field excitation may be eliminated by series connection of the alternator
fields and the relationship between torque and power angle is the same for both
alternators since they are driven from a common prime mover.
The power factor correction requirements of the 90-kWe system are
approximately double that of the 35~kWe system as shown on the following table.
Power Factor Correction Requirements
35-kWe System QQ-kWe System
Pump-motor iQ.k 18.U
Speed control 16.1 32.2
Vehicle load 21.6 55
Total 56.1 105.6
This requirement may be met by use of two power factor correction
assemblies.
The vehicle load is 90-kWe at 0.85 PF resulting in a load current of
29^ amperes. The present vehicle load breaker is rated 175 amperes. To use
available hardware, the vehicle load may be divided into two h5 kW sections,
each controlled by a separate vehicle load breaker.
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The requirements for other electrical system components are expected
to be applicable to the 90-kWe system with little or no change. These include:
• System programmer
• Electrical protective system
• Pump-motor
• Motor transfer contactors
6.1.3 35-kWe System
The 35-kWe system electrical system is shown in the block diagram
Figure 6-1. The major components shown were developed and tested as part of
the overall power conversion system. A brief description of their functions
is given in the introduction of this section followed by detailed discussion
of each major component in the following sections. A major effort of the
SNAP-8 Program was devoted to the development of these components. Many of
the components developed are suitable with little or no change for higher-
power systems, including the 90-kWe system.
6.1.U Design Approach for Electrical Control Components
The major design objective of the SNAP-8 electrical control system
is to provide a system with good performance and the highest possible reliability.
At the time of the electrical system development, the reliability goal of the
SNAP-8 power conversion system was 99-9$ f°r 10,000 hours of continuous opera-
tion in a space and nuclear radiation environment. Whereas an increase in
component weight could be tolerated to improve reliability, a failure would
render the total system useless.
The design techniques employed to assure reliable performance were:
• Use of components of proven reliability
• Circuit simplicity
• Electrical connections of positive reliability
• Redundancy of vulnerable components
• Component derating
• Isolation of circuit elements from environmental hazards
• Performance testing
The selection of components was strongly influenced by their reli-
ability under the imposed environmental conditions. Magnetic control components
were favored over semiconductors since they are less susceptable to nuclear
6-8
radiation damage. Similarly, silicon diodes were favored over transistors and
silicon controlled rectifiers.
Where rectifiers are required, the diodes were connected in series-
parallel combinations (quads). By use of this redundant configuration, a
single diode failure may be tolerated without affecting the function of the
rectifier. The use of the quad also effectively derates each diode 50$ in
both voltage and current, under normal operation. Figure 6-5 illustrates how
the failure rate is reduced by redundancy. For example, a single diode failure
rate of 0.01$ is decreased to 0.00001 % when the diode is replaced by a
quad.
Resistors are selected for their resistance to failure by short
circuiting and then connected in parallel combinations to minimize the effect
of a single open-circuit failure.
Major emphasis has been placed on the integrity of electrical connec-
tions to minimize this common cause of electrical failure. Welded connections
are used wherever possible throughout the electrical equipment. Electrical
connections which depend upon spring pressure to maintain contact are avoided.
The electrical components are designed for operation in a space
environment and high nuclear radiation in addition to environments of terres-
trial origin resulting from packaging, handling, transportation, and storage.
Factors such as operation in hard vacuum have resulted in the use of conduction
as the major means of component cooling. Heat generated within the component
is removed by conduction to cooled heat sinks upon which the components are
mounted. Component placement was in many cases governed by the availability
of good heat conduction paths to the cooled surfaces.
The nuclear radiation level to which the electrical components were
to be exposed was an important factor in determining the component selection.
The electrical components are required to withstand the following total inte-
grated radiation dose:
1 x 10 NVT fast neutrons
1 x 10 rads (c) gamma
6.2 VOLTAGE REGULATOR-EXCITER
6.2.1 Introduction
The voltage regulator-exciter provides ± 3$ regulation over a load
range of 3.5 to 35 kW at a power factor of 0.85 lagging under all specified
environmental conditions. Required reliability was 99-9$ for 10,000 hours of
continuous operation.
To meet these system requirements the voltage regulator-exciter was
designed to regulate the alternator voltage to the following requirements:
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• 208 volts line-to-line ± 3$
• 0 to 60 kW alternator load
• 0.75 lagging to 1.0 power factor
• UOO Hz ± 1$ frequency range
If the alternator frequency deviates from 1400 Hz, the voltage is maintained
proportional to frequency to avoid saturation of magnetic devices. The regula-
tor is designed to supply specified currents under short circuit conditions to
allow protective devices in the load to function, and to recover to normal
operating conditions when the fault is removed.
The alternator voltage is regulated by automatically adjusting the
alternator field current to compensate for changes in load and field-coil
temperature. Regulation is provided by the voltage regulator and the saturable
current potential transformer. The voltage regulator module reuses the alter-
nator output voltage and compares it to a reference which is proportional to
frequency. The output of the voltage regulator controls the saturation level
of the saturable current potential transformer which supplies the required
field current to maintain the alternator voltage within specified limits.
As in all SNAP-8 components, the primary design considerations are
reliability and performance. The voltage regulator-exciter is a sealed unit
designed for conduction cooling to the heat sinks upon which it is mounted.
It is designed to avoid multiple amplifier stages, regulated power
supplies, and other complicating circuits. A schematic of the unit is shown
in Figure 6-6. To reduce complication and eliminate a failure mode, an exter-
nal voltage adjustment is omitted. Circuits requiring the
semiconductors and no capacitors are used because of the vulnerability
of these components to nuclear radiation and high temperature. A basic circuit
was chosen which uses magnetically active components and excludes the use of
transistors and silicon controlled rectifiers. The system is stabilized by
means of a damping transformer in preference to a resistance-capacitance network.
The diodes are controlled avalanche silicon types. Only wire-wound
or film-type resistors are used because the possibility of short circuit failure
of these types is very low. The cores of the magnetic components are built up
of laminations, and coils are layer wound to minimize the possibility of turn-
to-turn shorts. To minimize breakage, no wire smaller than Number 30 is used
in any of the wire-wound components.
During operation at no load, all the alternator field excitation is
supplied by the voltage winding of the saturable current potential transformer.
When load is applied to the alternator, the load current passing through the
current winding of the saturable current potential transformer supplies addi-
tional excitation to the alternator field to compensate for the additional
voltage drop in the alternator produced by such a load current. Lagging power
factor current produces more excitation than in-phase or leading current, and
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since lagging power factor loads require more excitation than in-phase or
leading loads, the increased excitation supplied by the load current tends to
compensate for changing power-factor loads. Compensation is not precise, so
a regulator control-circuit is provided to adjust the output of the saturable
current potential transformer. When a load change occurs, and the compensa-
tion is too great or too little, the voltage output of the alternator rises
or falls accordingly. The voltage regulator senses this change and supplies
control current from the magnetic amplifier to the saturable current potential
transformer. This changes the output of the saturable current potential trans-
former in the correct direction to return the alternator voltage to the rated
level.
The voltage regulator-exciter is capable of regulating the output
voltage of the SNAP-8 alternator from 0 to 80 kVa over a power factor range
from less than 0.75 lagging to 0.9 leading. The minimum lagging power factor
is determined by the field current requirements of the alternator. The maximum
continuous field current capability of the voltage regulator-exciter is
2k amperes. The alternator field current requirement at 80 kVa 0.75 power
factor lagging is approximately 20 amperes.
The voltage regulator-exciter will provide excitation under fault
conditions to deliver the following fault currents.
• Three-Phase Short Circuit - 2.8 Pu
• Single-Phase L-N Short Circuit - h.2 Pu
• Single-Phase L-L Short Circuit - 3.0 Pu
The voltage regulator-exciter and alternator must be protected from
overheating which would result from short circuits of extended duration (greater
than 15 seconds). This protection is provided by the electrical protection
system which will open the vehicle load breaker and/or shut down the power con-
version system in the event of the resulting low or unbalanced voltages.
The rating summary of the voltage regulator-exciter is as follows:
Rated voltage 120/208, ± 3%
Rated frequency, Hz
Rated current, amp 200
Power Factor 0.75* Lag to 0.9
Lead
Rated output, kVa 80
y
Will operate at lower lagging power factor until field current limit of
2k amperes is exceeded.
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Maximum continuous current, amp 222
Maximum continuous field current, amp 2h
Voltage regulator heat sink temperature, F 170
Reactor-transformer heat sink temperature, F 2*4-0
Voltage regulator loss, watts 110
Reactor-transformer loss, watts 80
Voltage regulator weight, Ib 72
Reactor-transformer weight, Ib 72
6.2.2 Physical Descriptions
The voltage regulator module and saturable current potential trans-
former module are hermetically sealed packages to protect the components,
wiring, and insulation from earth and space environments. The enclosures are
so constructed the heat developed within the module is transferred through
the base to a liquid-cooled heat sink. Electrical connections are made into
the modules through hermetically sealed feed-through terminals with ceramic
insulators. The voltage regulator module is shown in Figure 6-7, and the
saturable current potential transformer module is shown in Figure 6-8.
Included in the voltage regulator module are the saturating trans-
former reference, the voltage sensing and comparison circuit, the magnetic
amplifier, and the damping transformer. The exciter unit includes the satu-
rating current potential transformer, and the linear reactor.
6.2.3 Demonstrated Performance
During acceptance tests with the SNA.P-8 alternator, four voltage
regulator-exciters were tested. The load was varied from no load to full
load, 60 kW at 0.75 PF with the frequency held in constant at kOO ± 1 Hz.
All four units held the voltage within ± 0.6$. The recovery time of the four
units on sudden load application (60 kW at 0.75 FF) varied from 0.35 to 0.27
seconds; on removal of the same load, the recovery time varied from 0.27 to
0.20 seconds. All systems were stable during these tests and showed no
tendency to oscillate. On sudden application and removal of two-per-unit
impedance load, the voltage dip and rise was approximately 15$; when various
short-circuit tests were conducted, the minimum current value was demonstrated
to be 2.85 per unit on a three-phase line-to-line short circuit.
One voltage regulator-exciter was operated in an endurance test
regulating the voltage of an alternator driven by the turbine. The unit
performed successfully in this test for 12,996 hours without failure ar"
with no adjustments.
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Figure 6-7 Voltage Regulator Module
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Figure 6-8 Saturable Current Potential Transformer Module
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Another unit operated successfully in the electrical test facility,
during an endurance test, for 23,130 hours. During these tests, the voltage
regulator module was mounted on a heat sink which was maintained at a tempera-
ture of 170 to l80°F to simulate the expected temperature of the low-temperature
liquid-cooled heat sink. The saturable current potential transformer was mounted
on a heat sink held at approximately 2l+0 r, the expected temperature of the high-
temperature heat sink. During this period of operation, the voltage held within
± 2.5$ of the set point including the effects of load, temperature, and time
changes.
Suddenly applied and removed load tests were conducted during the
turbine-alternator tests with the speed control system regulating the turbine-
alternator speed and the voltage regulator-exciter regulating the alternator
voltage. When a load of 36 kW at 0.83 lagging power factor was suddenly applied,
the initial voltage dip was 14$ and the recovery to 5$ occurred in 0.2 seconds.
When the same load was suddenly removed, the initial voltage rise was 9«3$ and
the recovery to ± 5$ occurred in 0.15 seconds (see Figure 6-9).
Detailed information on the design and performance of the voltage
regulator-exciter may be found in Reference 60.
6.3 SPEED CONTROL
6.3.1 Introduction
The speed control regulates the speed of the turbine-alternator to
maintain the frequency of the output electrical power within specified limits
of liOO Hz ± 1$. The speed of the turbine-alternator is controlled by matching
the output power to the available turbine power. This is accomplished by means
of a parasitic load which absorbs any surplus power over the requirements of
the vehicle load. The speed control system accomplishes this function by
sensing the alternator output frequency and controlling the current flow through
an adjustable impedance saturable reactor to the parasitic load.
The selection of the saturable reactor as the power control element
of the speed control system was based on reliability. Compared to silicon
controlled rectifiers and self-saturating magnetic amplifiers, the saturable
reactor was considered the most reliable and least susceptable to damage or
degradation due to nuclear radiation. It also provided less distortion to
the alternator output and lower radio frequency interference because of its
slower turn-on characteristic. Its disadvantages of increased size and weight
and higher control power requirements were considered of lesser consequence
in view of the reliability goal of the system.
6.3.2 Design and Development
The simplicity of the speed control basic circuitry is shown in the
schematic diagram, Figure 6-10. Seven rectifiers are required, although the
redundancy of parts used to improve reliability results in the use of 28
diodes. No bias supply, regulated or unregulated, is necessary for normal
steady-state operation of the system. The active components are wound magnetic
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TIME: I SEC/LINE VOLTAGE: 1.85%/LINE
205 VOLTS
PHASE TO PHASE
Load, 36 kw, 1.0 PF Suddenly Applied and Removed
TIME: I SEC/LINE VOLTAGE: i.85%/LINE
9.3% RISES
205 VOLTS
PHASE TO PHASE
Load, 36 kw, .83 PF Suddenly Applied and Removed
Figure 6-9 Voltage Regulator Exciter Response to Suddenly
Applied and Removed Loads
6-17
ticSchSpeed Controe 6-10Fi
6-18
devices which are highly reliable, radiation-resistant devices made of copper
wire with iron cores.
Circuit simplicity for the speed control is achieved by use of a
frequency-sensing circuit which has a power output sufficiently high that
only one stage of amplification is required to drive the saturable reactor.
A single-stage, single-phase magnetic amplifier is used to minimize the compo-
nent parts. This amplifier requires a center-tap transformer, a magnetic-
amplifier reactor, and two rectifiers.
All rectifiers are silicon diodes which were tested and found satis-
factory for the radiation level expected. Only wire-wound or film-type resis-
tors were used because the probability of shorting them is very low. The
wound components were fabricated of materials and in configurations which
have proven reliable in other designs. All of the magnetic parts except the
magnetic amplifier reactors are built up using C cores so coils can be layer-
wound, minimizing the possibility of turn-to-turn shorts. To minimize the
possibility of open circuits, only wire larger than Number 30 is used on the
wire -wound components.
The diodes are derated to 2.^ of their rated operating voltage with
a forward current of less than 10$ of the rated current. The capacitors used
in the circuit are derated to 50$> of rated voltage.
All electrical connections in the three speed control assemblies
are tunsten-inert-gas welded to ensure reliability of electrical joints.
Electrical connections to the modules are made through ceramic-insulated
feed-through nickel terminals.
Packaging which isolates parts and circuits from hostile environ-
ments to prevent damage and accelerated deteriorations of parts and circuits
has been one of the development goals. This has resulted in packages that
provide heat transfer into a fluid coolant, and which seal parts and circuits
in a favorable atmosphere that excludes contaminants and protects against
materials and human hazards.
The design and operating parameters of the speed control system
are as follows:
Power (maximum control), kWe ^7
Power (vehicle load range) kWe 0 to 35
Frequency, Hz kOO +_ h
Alternating-current voltage, rms (3~phase) 120/208 +_ 5$
Reliability (for 10,000 hours continuous 99-°'^
rated operation), %
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Power dissipation, watts
Speed control module 75
Speed control power transformer 25
Saturable reactor 650
Weight, Ib
Speed control module 25
Speed control transformer 10
Saturable reactor 200
6.3-3 Physical Description
The speed control is fabricated in three hermetically sealed modules
for mounting on liquid-cooled heat sinks. These are (l) the speed control
module, Figure 6-11, containing the frequency sensing circuit, magnetic ampli-
fier, and stabilizing circuit, (2) the speed control power transformer, Figure
6-12, and (3) the saturable reactor, Figure 6-13. The speed control module
containing all low-temperature components such as diodes and capacitors is
mounted on the low-temperature (170 F maximum) heat sink. The speed control
power transformer and saturable reactor containing only magnetic components
are mounted on the high-temperature (2kO F maximum) heat sink. The electrical
interconnections between the speed control modules and the SNAP-8 electrical
system are shown on the schematic diagram Figure 6-10. The power circuit is
from the alternator output, through the saturable reactor to the parasitic
load resistor and must be capable of handling 150 amperes.
6.3.^  Demonstrated Performance
The speed control developed for the SWAP-8 power conversion system
has demonstrated performance fully satisfactory for the service required, and
it has also demonstrated the capability for many years of operation.
For performance tests, the units were mounted on liquid-cooled heat
sinks maintained at operating temperature. Steady-state operation of one
speed control subsystem for nearly 13,000 hours has shown no measurable drift
in the speed maintained. Regulation of better than +1% from no vehicle load
to full (36 kW) vehicle load has been demonstrated. Its frequency vs power
characteristics is shown on Figure 6-1^ . Maximum speed dip and rise are k.0%
and 3-0/&, respectively, when full load is suddenly applied and removed (Figure
6-15). A speed recovery time of two seconds after sudden application of full
load (36 kW) and a recovery time of less than one second after sudden removal
of full load (36 kW) have been demonstrated.
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Figure 6-11 Speed Control Module
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Figure 6-12 Speed Control Power Transformer
Figure 6-13 Saturable Reactor
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OPERATING RANGE
DURING TEST FOR
LOAD CHANGE
OF 35 KW
FREQUENCY RANGE FOR
35 KW LOAD CHANGE
399.2 Hz
TO
401.9 Hz
390 392 394 396 398 400 402 404
FREQUENCY, HERTZ
406 408 410
Figure 6-lU Alternator Frequency vs Parasitic Load Power
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In the power conversion system tests, the stability of the speed
control system has been completely satisfactory for all the load and test
loop conditions experienced. No instability has been experienced since the
stabilizing circuit was optimized and installed.
The speed control has demonstrated long-life capability by operating
for nearly 13,000 hours in the 35 kWe system tests and for over 23,000 hours in
the electrical component test facility with no failures experienced and no
adjustments required.
Detailed information on the design and performance of the speed
control system may be found in Reference 6l.
6.k PARASITIC LOAD RESISTOR
6.U.I Introduction
The parasitic load resistor is a component of the speed control
system. Its purpose is to absorb alternator power in the amount necessary to
control the speed of the turbine-alternator. The speed of the turbine is con-
trolled by maintaining a load on the power conversion system equal to the
system load capability. The speed control accomplishes this by sensing the
alternator frequency and controlling the power delivered to the parasitic load
resistor. The parasitic load resistor converts the surplus electrical power
developed by the power conversion system into heat and dissipates this energy
into the heat rejection NaK system, from which it is finally dissipated into
space by the radiator.
Detail design information on the Parasitic Load Resistor may be
found in Reference 62.
6A.2 Design and Development
The design is shown in Figure 6-l6 and consists of eighteen straight
tubular resistance heater elements, six per phase, installed in a Type yi6
stainless steel cylindrical tank.
The terminals are protected by extensions of the cylindrical
structure; the heater elements are connected in wye, and three terminals are
provided for connection to the three-phase output of the saturable reactor.
The heater elements are made up of two coils of Nichrome V resist-
ance wire wound in parallel and embedded in compressed magnesium oxide with
a sealed terminal on each end. There are no bends in the heater tube so the
possibility of cracks and voids in the magnesium oxide is minimized making
the possibility of failure due to hot-spot burnout minimal. The diameter of
the heater wire is 0.030 inch, large enough so the possibility of breakage is
minimized. The eighteen-heater elements are connected in wye, six units per
phase. The three-phase connections are made at one end of the unit (Figure
6-17), and all of the units are connected together at the opposite end to form
the neutral of the wye (Figure 6-17). All of the electrical connections to
the parasitic load resistor are welded to eliminate the possibility of failure
due to the loose-connection oxidation syndrome.
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Figure 6-l6 Parasitic Load Resistor
Figure 6-17 Three-Phase Input Connections (Left), and Neutral (Right)
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In the cylindrical housing of the parasitic load resistor, the NaK
flows in one end, around the heater elements, and out the other end. The
operating temperature of the Nichrome V vire in the heater elements is the
most important factor in determining the operating life of the unit.
Figure 6-l8 shows the wire temperature as a function of sheath power density.
Data obtained from industry sources indicate that the resistance
elements will have a life of hundreds of thousands of hours at a temperature
of 1500 F, and a much longer life at the temperature expected when the parasitic
load resistor operates in the heat rejection NaK loop where the wire temperature
will be 1000 to 1200°F.
The connection of the heater elements into the enclosure end plate
is shown in Figure 6-19. This was done using a brazed and welded double seal
to ensure positive NaK containment. The tubular extensions of the end plate
and heater elements were made in two lengths to allow clearance for X-ray
inspection of all weld joints.
All fabrication procedures and inspection tests for the heater units
were satisfactorily completed except for the insulation resistance tests. The
magnesium oxide insulation is hygroscopic and absorbs moisture from the atmos-
phere which results in the formation of hydrates and consequent low insulation
resistance. The hydrates must be removed by heating to a temperature above
the hydrate decomposition temperature of about 800 F. Heating of the elements
in this manner raised the insulation resistance and eliminated the problem.
The rating of the parasitic load resistor is as follows:
Power rating Vf kW
Voltage at full power, L-L 182 volts
Current 150 amps
Power factor 0-99 minimum
o
Power density (heater element) 75 watts/in.
NaK flow rate k0,000 Ib/hr
NaK inlet temperature 650 F
NaK inlet pressure 72 psi
6.4.3 Physical Description
The parasitic load resistor is shown in Figure 6-l6. The connec-
tions to the saturable reactor are made to the three insulated terminals
shown in Figure 6-17.
The connection to the heat rejection NaK system is made at the
cones shown in Figure 6-l6. The maximum tubing loads allowed at the PLR-
tubing interface are:
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Figure 6-18 Heater Wire Temperature vs Sheath Power
Density - Parasitic Load Resistor
TERMINAL CAP
TERMINAL CONDUCTOR
CENTER
CONDUCTOR
WELD
AI203 TERMINAL INSULATOR BRAZE TRAP
SHEATH
BRAZE
(PREFABRICATED)
MgO INSULATION
BRAZE
WELD
TERMINAL SKIRT
END PLATE EXTENSION
Figure 6-19 Heater Element-to-Case Seal
Parasitic Load Resistor
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Force axial to NaK tubing 100 Ib
Force radial to NaK tubing lUl Ib
Torsional moment 100 ft-lb
Bending moment lUl ft-lb
6.k.h Demonstrated Performance
Three units of the original design were tested. One unit failed
after operating at partial load for about 600 hours and after being in a loop
for more than 3500 hours. The failure was caused by a defective circumferential
weld between the heater element and the end-plate assembly. As a result of the
weld failure, NaK seeped into the heater element, saturated the magnesium oxide,
and shorted the heater element to the case. Examination of the defective weld
joint showed that a complete burn-through in the element sheath had occurred
during fabrication, and that two weld passes had been used to circumferentially
weld the end of the outer doubler tube to the sheath. The second weld pass
formed a thin metal bubble over the void. The thin section failed during test
in the NaK loop and allowed the NaK to short the element.
A second unit failed after 297 hours of operation. It was established
that the basic cause of the failure was a defect in the weld, the result of a
burn-through of the weld and formation of a bubble very similar to the defect
which caused the earlier failure. The third unit was originally installed in
the primary NaK loop operating at 1200°F. It functioned in this location for
302 hours and was then moved to the heat rejection loop operating at 605 J?«
In this location, it operated for 12,993 hours until the loop was shut down.
No failures occurred in any of the welds of this unit and no problems were
experienced with it.
Two failures were caused by defects in the doubler tube-to-sheath
weld. This defect would have been detected if the welds had been X-rayed after
fabrication of the resistance elements. This failure mode was eliminated from
new units by requiring that all welds be X-rayed.
The present design reflects this improvement in which all welds may
be X-rayed. Since there is a double seal at this point - a welded seal which
can be X-rayed and a brazed seal - the possibility of NaK leaks into the
magnesium oxide is very unlikely.
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6.5 PROGRAMMER
6.5-1 Introduction
The purpose of the SNAP-8 programmer is to provide the signals in
the required sequence to perform the starting and shutdown functions of the
power conversion system. Initially, the SNAP-8 system was conceived as an
instrument-rated system which would be started once, then shut down only as
the result of the failure of a vital part. Later, the concept of a man-rated
system required that the programmer be able to start the system, shut it down
in a controlled manner, and restart it as required.
The programmer for the startup only application was built and tested.
The programmer for the man-rated system was only partially fabricated when the
SNAP-8 program was terminated.
6.5.2 Design
The functions which were provided by the start programmer include
the following:
• Start the pump inverter
• Start pumps on inverter at 95 Hz
• Accelerate the pumps from 95 Hz to 220 Hz
• Inject mercury
• Open mercury flow control valve along prescribed ramps
• Transfer pumps from inverter power to alternator power at 220 Hz
• Activate lubricant-coolant valves and startup seals on the
turbine-alternator and mercury pump
• Flash alternator field
• Apply and remove speed control bias power
• Close vehicle load breaker
The start programmer electrical components consist of: relays, diodes,
resistors, timers, frequency sensing circuits, and silicon controlled rectifiers.
The timers are capable of satisfactory operation at an input voltage
of 28 + 4 Vdc and the contacts are capable of handling two amperes inductive
load at 28 Vdc. The timers reset immediately at the end of their timing cycle.
Upon removal of dc power, the timer returns to its starting condition.
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Flexibility was built into the start programmer so that changes can
be easily made in the operation of the system as required. The timers are
designed to allow for adjustment of operating time over a wide range; spare
contacts are provided on the relays to accommodate additional functions, and
provision was made for adjustment of the pickup frequency of the frequency
detecting circuits. It was designed with spare relays, diodes, and terminal
boards installed so that changes can be made. The unit would be fully access-
ible as mounted in the test control console for power conversion system tests,
so required changes can be made.
The frequency sensing assemblies which operate the motor transfer
contactors, the lubricant-coolant valves, and the bias circuits have been
completed and tested. The alternator speed protective assembly has also been
completed and tested. This assembly senses the alternator voltage buildup
during startup. If voltage has not started to rise when the turbine-alternator
reaches a predetermined speed, the programmer then terminates the startup
sequence and shuts down the system.
6.5.3 Physical Description
The start programmer is designed for ground system testing only,
and requires air cooling. All controls are accessible for easy adjustments.
The unit requires input power at 28 + 4 Vdc and one-phase input from the
alternator, 120 volt line-to-neutral, 400 Hz.
6.5.^  Demonstrated Performance
The programmer designed for starting only, was successfully used to
start both the 35~kWe system at Aerojet, and to perform a series of startup
tests in the SWAP-8 ground test facility at NASA-LeRC.
The automatic system startup was successful and proceeded through
all of the startup sequences as referenced in section 6.5-2.
6.6 ELECTRICAL PROTECTIVE SYSTEM
6.6.1 Introduction
In an electrical power system, the most common electrical hazard
for which protection is required is the short circuit. Other possible faults
include open circuits, overvoltage, undervoltage, overfrequency, underfre-
quency, overload, and unbalanced voltages.
The SNAP-8 system is basically different from most power systems
because speed is regulated by maintaining a controlled load on the system and
the voltage is regulated to a value proportional to frequency rather than
being independent of frequency. These unique characteristics have an impor-
tant influence on the protective system requirements.
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For example, an overload beyond the ability of the system will
result in a drop in speed and voltage, so that overloads need not be sensed
directly but can be detected by an undervoltage sensor.
Also, a substantial loss of load caused by an open circuit, or for
other reasons, will result in overspeed of the turbine-alternator, so a
means must be provided for sensing overspeed and shutting down the system.
Since voltage output is proportional to speed, the voltage rises when over-
speed occurs; so, overspeed may be detected as overvoltage.
The SNAP-8 alternator and excitation system are capable of produc-
ing a short-circuit current as high as four times rated. The temperature
produced by such overcurrents will damage the alternator insulation in a
short time, if protection is not provided. Short circuits also produce volt-
age disturbance; so that an over-under voltage sensing system will detect
short-circuit faults.
The current concept of the SNAP-8 power conversion system is that
of a man-rated system having personnel available to monitor performance, make
adjustments, diagnose troubles, and make repairs. The purpose of a protec-
tive system for such a manned space power system is two-f old: (l) the equip-
ment that is repairable or replaceable in space must be protected so that it
sustains only minimum damage when a fault or failure occurs, (2) the power
conversion system must be maintained in operation as long as possible with no
false opening of the vehicle load breaker and no false shutdowns.
Faults in the vehicle load which are not cleared by local protective
equipment must be sensed and the vehicle load breaker opened. Power conversion
system faults cannot be cleared by opening a protective breaker to isolate the
failure from the rest of the system, because if this is done a vital function
will be lost and the system will stop operating, with the possibility that
damage will result. When an electrical fault within the system is detected,
the only action that can be taken is to shut the system down in a way that
will minimize damage.
6.6.2 Design
The electrical protective system module has the primary function of
protecting the electrical generating system from damage caused by:
• Short circuits in the electrical power distribution system
• Badly unbalanced vehicle loads
• Excessively high turbine-alternator speeds.
The protective system has a secondary function of minimizing pos-
sible damage to other electrical generating system components by shutting
down the system as safely as possible should any of the above listed malfunc-
tion conditions be detected within the electrical generating system.
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To meet these requirements the functions performed by the
electrical protective system module are as follows:
(1) Open the Vehicle Load Breaker prior to mercury injection.
(2) Sense line-to-neutral voltage of each phase of the alternator
voltage, and once two or more of these voltages reach a pre-
determined minimum value, provide a signal to enable the
programmer to close the vehicle load breaker at the proper
time during the startup sequence.
(3) After the alternator voltages reach the predetermined minimum
value, provide a signal if two or more phases of the voltage
vary below 108 V or above 132 V. This signal shall immedi-
ately do two things.
a. Open the vehicle load breaker
b. Start a 0.5-second timer.
With the vehicle load breaker open, if the fault is on the load
side of the breaker, the alternator voltages will return to normal in less
than 0.5 seconds. If this occurs the electrical protective system will stop
the timer, reset it, and reclose the load breaker. If the fault still exists,
the alternator voltages will again vary outside the normal band, and the
electrical protective system will re-open the breaker and restart the timer.
This cycling of the vehicle load breaker and timer will continue until one of
the following events occur:
(1) The load fault corrects itself by burning open or by tripping
its own individual protective device. If the fault corrects
itself, the alternator voltage will return to normal, the
vehicle load breaker will reclose and remain closed, and the
0.5-second timer will be reset.
(2) The 0.5-second timer times out sending a signal to the program-
mer to start an automatic shutdown of the power conversion
system.
(3) An external command signal is sent to hold the vehicle load
breaker open and stop the cycling. With the breaker held
open, the alternator voltage will return to normal and the
0.5-second timer will be reset.
If the fault is in the power conversion system, the alternator
voltages will not return to normal when the breaker is opened, the 0.5-second
timer will time out and start an automatic shutdown of the power conversion
system.
The electrical protective system consists of three identical
circuits, one monitoring the line to neutral voltage in each of the three
phases of the alternator output voltage as shown in Figure 6-20. Each
circuit consists of a single-phase bistable magnetic amplifier whose output
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energizes tvo four-pole double-throw relays, a preset dual-voltage sensing
circuit, a timing circuit, and relay logic output circuitry. Two high-
reliability 10-watt silicon zener diodes in each circuit are the basic
reference standards, one for the under-voltage limit and the second for the
over-voltage limit.
All heat is considered to be transferred only by conduction to an
actively cooled heat sink, none by radiation or convection. The protective
system housing is cast from aluminum which eliminates possible thermal inter-
face barriers where the walls of the housing join the base plate.
The electrical protective system design achieves high reliability
by simplicity of concept and circuitry, derating of components, redundancy
of the most vulnerable parts, use of highly reliable components, special
consideration and design of all electrical connections, protection of parts
from environmental hazards, and a thermal design which assures that each
component will operate well below its rated temperature.
The protective system is composed of wound components, resistors,
relays and diodes; no transistors, controlled rectifiers, or capacitors are
required assuring that this system can operate in a relatively high-tempera-
ture and nuclear-radiation environment.
All electrical connections are welded assuring that high tempera-
ture, vibration, and shock cannot cause failure of the protective system
because of loss of an electrical connection. To prevent failures due to dust,
moisture, salt, etc., the complete assembly is potted in a high-temperature
resin which isolates all the parts, connections and connecting wires from
environmental hazards.
Two-out-of-three logic circuitry is used to minimize the possibility
of a false shutdown signal causing shutdown of the power conversion system.
Operation of at least two of the three under-over voltage sensors are required
to produce protective action.
Detail design information on the electrical protective system may
be found in Reference 63.
6.6.3 Physical Description
Fabrication of the electrical protective system was partially
completed at the time the program was terminated.
All of the components of this design are mounted on the cast aluminum
housing to facilitate heat transfer into the aluminum base from which the heat
is transferred to a liquid-cooled heat sink. This unit is designed for opera-
tion in a space environment.
This unit requires a three-phase and neutral input from the alter-
nator and an uninterrupted source of 28 +_ 4 Vdc. Its output must be connected
to the close and open circuits of the vehicle load breaker and to the automatic
shutdown circuit of the power conversion system programmer.
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6.7 POWER FACTOR CORRECTION ASSEMBLY
6.7-1 Introduction
There are several benefits which may be derived from increasing the
operating power factor of the SNAP-8 alternator. These include:
• Increased alternator efficiency. At rated vehicle load of
35 kW 0.85 lagging power factor the alternator power factor
is 0.7 lagging. By increasing the alternator power factor
from 0.7 to 1.0, its efficiency is increased from 87.! to
• Increased alternator life and reliability. An increase in
alternator power factor reduces the winding currents and
consequently winding temperatures which increase the insula-
tion system life.
• Increased alternator power capacity. An increase in alternator
power factor from 0.7 to 1.0 would allow an increase in alter-
nator power rating of ^ 3$ while maintaining the same output
current .
Power factor correction may be accomplished by several means;
improving the power factor of the connected loads, the use of leading power
factor devices such as synchronous motors, or the use of power factor correc-
tion equipment such as synchronous condenser or static capacitors. The use
of static capacitors was selected as being the most reliable, having the
least effect on the system design, and the easiest to implement.
Capacitors using Kapton (polyimide) film dielectric were selected
as offering the best combination of features suitable for the SNAP-8 applica-
tion. These include:
• Low dissipation
• High dielectric strength
• High -temperature capability
• High nuclear radiation tolerance
Among the other dielectric materials considered in making the
selection for the SNAP-8 application were:
• Glass ceramic and mica materials.- Rejected because of the
large volume required.
• Electrolytic capacitors.- Rejected because of high losses and
low reliability.
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• Impregnated paper.- These are commonly used for commercial
power factor correction service but rejected for SNAP-8
because of higher losses, larger size, and lower nuclear
radiation tolerance.
• Teflon Film.- Rejected because of low nuclear radiation
tolerance.
• Mylar film.- Rejected because of high dissipation factor.
• Polycarbonate film.- This film has low losses and good nuclear
radiation resistance making it second choice only to the
polyimide film finally selected.
At the time of the power factor correction capacitor development,
no suitable capacitors were available using polyimide film requiring that
such a capacitor be developed for the application.
Detail information on the design of the Power Factor Correction
Assembly is included in Reference 6k-.
6.J.2 Design and Development
The rating of the power factor correction assembly was selected to
increase the alternator power factor to unity at rated system load. At this
operating point, the alternator will operate at minimum current and near
maximum efficiency. A maximum variation in reactive load may be tolerated
with a minimum effect on alternator efficiency.
The capacitors are connected line to line at 208 V to allow the use
of minimum capacitance for the required kvar. A total capacitance of 175
microfarads per phase was required to correct the power factor to unity. A
unit capacitor of 17-5 microfarads was selected as providing a convenient
size for the assembly. It was small enough that a single failure per phase
would be acceptable without badly unbalancing the load and would not decrease
the system power factor to a significant degree.
Because of the unique requirements of the SNAP-8 system and recent
availability of polyimide film, it was necessary to develop special capacitors,
Some of the special features incorporated into the design of the SNAP-8 power
factor correction capacitors to enhance their reliability were:
• Hermetically sealed welded enclosures
• High-temperature radiation resistant polyimide film dielectric
• Sulfur hexafluoride gas fill
• Helium trace for leak detection
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The capacitor specifications include a burn-in test at 270 V,
Ez, for 168 hours, and require that the voids in the capacitor be filled
with a mixture of sulfur hexafluoride and 10$ helium. The sulfur hexa-
fluoride has a dielectric constant about 2.3 times that of air, increasing
corona start voltage substantially. The small amount of helium was added
for the purpose of detecting leaks in the sealed cans.
The use of a fuse to remove a failed capacitor from the circuit
was necessary to prevent damage to other capacitors and to the power system.
Figure 6-21 is a photograph of the fuse developed and the components which
make up the fuse. The fuse wire is 20-gage copper welded to the base and
to the terminal at the opposite end. Two 12-gage insulation lead wires
welded to the terminal provide connections to two capacitors. The fuse wire
is supported and protected by the fiberglass reinforced epoxy tube cemented
to the metal ends of the fuse.
To prevent failures due to connections, all electrical connections
are welded. The assembly is designed to transfer the capacitor heat through
the bottom of the can into a liquid-cooled heat sink. A stress analysis
performed on this configuration indicated positive margins of safety for all
components of the assembly.
A thermal analysis shows a temperature rise within the capacitors
of approximately 50 F. The resulting hot-spot temperature within the
capacitors does not exceed approximately 220 F. The polyimide dielectric
film used in the capacitor is able to operate at temperatures above 500 F.
The solder within the capacitor has the lowest operating temperature capabil-
ity of all the materials being limited to approximately UOO F. The large
temperature difference between the actual and permissible temperature values
and the low-temperature gradients within the components contributes to high
reliability and long life.
6.7.3 Physical Description
The capacitor developed is shown in Figure 6-22. Its envelope is
3 x 2.75 x 5-5 inches over the terminals. It is rated at 17-5 microfarads,
208 V, k-00 Hz, nominal. Each capacitor when connected to a 208 V, kOO Hz
source will supply a leading load of 1.9 kvar. Thirty of these capacitors
(10 per phase) are used to provide the 57 kvar required to correct the
alternator power factor to 1.0.
The assembly is shown in Figure 6-23. The capacitors are mounted
on an aluminum base with a silicone heat-transfer compound applied between
the bottom of each capacitor and the base. The capacitors are connected to
three overhead bus bars through special high-reliability protective fuses.
The power factor correction assembly, is designed to be mounted on
a liquid-cooled heat sink with a surface temperature of 170 F or lower. The
unit is capable of operating in a vacuum environment with conduction to the
heat sink as the only means of heat transfer.
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6.7^  Demonstrated Performance
Endurance testing of a preprototype power factor correction assembly
containing 21 capacitors was conducted in the electrical component test facil-
ity along with other SNAP-8 electrical components. Power was supplied by the
SNAP-8 alternator operating at 60 kW load and controlled by the SNAP-8 speed
control and voltage regulator-exciter.
During 12,329 hours of test operation, two capacitors failed after
223 hours of test time. A third unit failed at ^ 8^ 3 hours due to a test
facility malfunction which resulted in abnormally high voltage being applied
to the capacitor assembly. The remaining capacitors were operating satisfac-
torily at the time the facility was shut down. During the endurance testing,
the capacitor assembly was maintained at 120 F for U8^ 3 hours and then in-
creased to 170 F for the remaining 7^ -86 hours.
Whenever capacitor failures occurred during testing, the failed
units were isolated by the protective fuses so that there was no disturbance
on the power system operation and the remaining capacitors in the assembly
continued to function.
Following the early capacitor failures during the endurance testing,
a burn-in test was added to the capacitor acceptance test procedure to elimi-
nate substandard units with random defects. It was also determined during the
failure investigation that the normal corona start voltage of the capacitor
was 290 V in air. This appears to be adequate margin above the maximum operat-
ing voltage of 218 V. The use of sulfur hexafluoride fill with its high di-
electric constant further increases this safety margin.
6.8 INVERTER
6.8.1 Introduction
The SNAP-8 power conversion system requires a source of adjustable-
frequency ac power to drive the pump motors during system startup and shutdown
while the alternator is not operational. This power is provided by a dc-to-ac
inverter which converts battery power to adjustable-frequency ac power to con-
trol the speed of the pump motors. The voltage is adjusted with respect to
frequency to provide the motor torque requirements during startup and various
running speeds.
During the SNAP-8 startup sequence, the inverter supplies.power to
operate the pump motors at reduced speed while the system is being heated.
After heatup is accomplished, the pump speed is increased to approximately
70$ of rated and held until the alternator is started. When the alternator
frequency matches that of the inverter the pumps are transferred to the
alternator power and the inverter is shut down. Similarly, during shutdown
the pump motors are transferred to inverter power when the alternator fre-
quency decreases to approximately J0% of rated.
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6.8.2 Developed Hardware
A rotary dc-to-ac inverter was developed to meet the requirements
of an early version of the SNAP-8 system. This unit consisted of a hermeti-
cally sealed dc motor driven permanent magnet alternator built on a single
shaft in a common enclosure. This unit is shown in Figure 6-2.k. It requires
no external cooling means as all its losses over an operating cycle are
absorbed by a built-in heat sink. The SNAP-8 system concept at the time of
the inverter development required system startup only. The startup cycle
required the inverter to operate for 5 hours at 95 Hz followed by 8.5 minutes
at 220 Hz. Its rating is in accordance with the following table.
Inverter Rating
Output
Frequency, Hz 95 220
Power, kW 0.37 l.?0
Voltage, L-L 19 88
Power Factor, Lagging 0.30 0.28
Phases 3 3
Operating time, minutes 300 8.5
Input
Voltage, Vdc 27-33 27-33
Current, amps 2k 172
15.9 inches diam x 2^ .85 inches long
318.5 lb
The output winding of the inverter is tapped to provide the
specified output voltage at the two frequencies. A contactor is included
within the inverter housing to svitch output voltage taps.
Two inverters were built to the requirements listed above and were
performance tested. One unit was incorporated into the power conversion
system and used to perform its function as part of the system startup.
Detailed information on the design of this unit is included in
Reference 65.
6.8.3 90 1
Changes in the SNAP-8 system and component requirements resulted
in new requirements for the inverter. These changes included:
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• Addition of system shutdown and restart capabilities with the
capability for 100 startup-shutdown cycles.
• Increased pump motor power requirements.
• Provision for high pump motor starting torque capability
While the basic functions of the inverter remained the same, its
capability requirements were significantly modified requiring a new inverter
design. The modified requirements are summarized in the following table:
Time Function Freq. Volts Power PF
(Min.) (Hz) (L-L) (kW]
0-10 Run lubricant pump* 60 15 0.05 0.5
10-10.5 Start 60 65 5.5 0.5
10.5-300 Run L/C, HRL 60 15 0.15 0.5
300-300.5 Start IL 60 65 7-5 0.5
300.5-310 Run L/C, HRL, IL 60 15 0.25 0.5
310-312 Ramp 60 to 280 Hz 60/280 31/1^ 5
312-315 Run L/C, HRL, IL 280 1*4-5 .^2 0.5
315-315.5 Start Hg 280 llj-5 8.8 0.4
315.5-318 Run L/C, HRL, IL, Hg 280 1^5 5-7 0.5
The input voltage to the inverter was increased from 28 Vdc to 56 Vdc reflect-
ing the increased battery voltage. Cooling was added to provide for the shut-
down and restart capability.
The inverter requirements may be met using either a rotary inverter,
as was previously developed, or by a static inverter using solid-state switch-
ing devices. The tradeoff between a static inverter and a rotary inverter
involved evaluating their relative merits including complexity, reliability,
service life, and efficiency. A key factor in evaluating a rotary inverter
was brush life of a hermetically sealed unit in a space environment.
To evaluate this factor, a test program was undertaken to determine
if inverter brushes would provide satisfactory life for 100 startup and shut-
down operating cycles. Previous investigations indicated that helium and
carbon dioxide atmospheres possessed desirable characteristics. Endurance
tests were performed under controlled conditions in a brush test rig designed
to simulate the inverter brush and commutator system. The brushes used were
designed for high-altitude aircraft where limited atmosphere was available.
The brushes were tested in wet helium> dry helium, and dry carbon dioxide
atmospheres .
L/C: lubricant-coolant pump; HRL: heat rejection loop NaK pump; IL: inter-
mediate loop NaK pump; Hg: mercury pump.
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The brush wear rate during the endurance tests indicated that the
brush life of a rotary inverter would substantially exceed requirements for
100 startup and shutdown cycles. The maximum wear using a carbon dioxide
atmosphere during the full-term endurance test was 0.015 inch as compared
with a typical allowable wear of 0.30 inch.
Brush performance in helium and carbon dioxide was substantially
different than performance in air. This was particularly true of voltage
drop between the brush and commutator which is a factor affecting commutation.
This indicates that inverter performance testing must be made with the final
atmosphere in the rotor cavity.
The effects of the square wave output of a static inverter on pump
motor performance was evaluated by testing a NaK pump motor with a static
inverter power supply and comparing the results with those using a sinusoidal
power source. The inverter output was a typical quasi-square wave character-
istic of an unfiltered three-phase inverter. Voltage control was achieved by
use of a pulse-width modulator at the input of the inverter bridge. The pulse-
width modulator frequency of approximately 2000 Hz was superimposed upon the
quasi-square wave output of the inverter. The test results indicated that to
produce equal motor locked rotor torque, 15 to Q0% higher voltage was required
using the static inverter. The higher increase being at the lower voltage
where the effect of the pulse-width modulator was greatest. For equal motor
output 5 "to 50$ greater power was required, the higher value again being at
the low voltage where the pulse-width modulator caused the greatest wave shape
distortion.
It appears that either a static or rotary inverter could be designed
to meet the revised pump inverter requirements. The selection should be based
on the current state of the art at the time of development. Consideration
should be given to the following items in making the selection:
• Reliability
• System weight - inverter plus batteries
• System efficiency - inverter plus motor
• Radiation tolerance
• Adaptability to changing requirements
6.9 OTHER ELECTRICAL COMPONENTS
The following electrical components are considered undeveloped
insofar as no prototype hardware has been developed which is applicable to
the present concept of the SKAP-8 system.
• Reactor power loop electromagnetic pumps and inverter system
• Direct-current power supply
• Switchgear
• Electrical distribution and harness system
6.9.1 RPL M Pump and Inverter System
The SNAP-8 90-kWe system design incorporates electromagnetic pumps
to circulate NaK through the reactor pover loop to transfer heat from the
reactor to the intermediate heat exchanger. The electromagnetic pumps must
operate continuously while the reactor is supplying power and after system
shutdown during system cooling. To perform this function, the electromagnetic
pump system must be capable of operating from battery power during startup and
shutdown, and alternator power during long-term system operation. This power
is provided by a pump inverter which is capable of operating both from the bat-
tery and a transformer-rectifier unit.
6.9.1.1 Electromagnetic Pumps
The electromagnetic pumps are tentatively selected as flat linear
polyphase induction-pumps with two redundant pumps in series, each capable
of full system pumping requirements. The advantages of the flat linear
induction pump are:
• A totally sealed liquid metal system using no mechanical seals
• No electric current conducted into the liquid metal from an
external source.
• Winding assemblies may be installed or removed without cutting
the fluid ducting.
• Dual windings on each pump allow operation at reduced perform-
ance with a failed stator winding.
The pumps provide controlled variable flow during system startup and shutdown,
and constant flow during steady-state operation. Variable flow will be
accomplished by variable frequency and voltage supplied by the pump inverters.
6.9-1.2 Electromagnetic Pump Inverters
Variable voltage and frequency power is supplied to the electro-
magnetic pumps by the electromagnetic pump inverters. A separate inverter
is used for each pump stator. The inverter is designed to accept power
from the battery source during system startup and shutdown, and from the
transformer-rectifier unit during system steady-state operation. The output
of the inverter is three-phase ac power. The tentative inverter output
power profile is shown in the following table:
Electromagnetic Pump Inverter Power Requirements
Time Input Frequency Voltage Power Power
(min) Voltage (Hz) (L/L) (kW) Factor
10-300 56* 10 15 0.25 0.5
310-312 56 ioAo 15/75 0.25/1.0 0.5
312-318 56 Uo 75 i.o 0.5
318-320 56 Uo/60 75/120 1.0/3.5 0.5
320-323 56 60 120 3-5 0.5
323- 150** 60 120 3-5 0.5
6.9.2 Direct-Current Power Supply
A direct current power supply is required as part of the SNAP-8
system to provide power during startup and shutdown of the power plant and
power to the controls and electromagnetic pump inverters during steady-state
operation. The direct-current power supply consists of a battery system and
a transformer rectifier unit.
The SNAP-8 power conversion system requires direct-current power at
28, 56 and 150 V; 28 Vdc power is used for electrical controls of the power
conversion system and nuclear system controls; 56 Vdc power is used to operate
the pump inverter and the electromagnetic pump inverter during system startup
and shutdown; and 150 Vdc power is used for the electromagnetic pump inverters
during steady-state operation. Startup and shutdown power requirements are
supplied by the battery system while steady state power requirements are pro-
vided by a transformer-rectifier unit which converts the alternator UOO-Hz
output to direct current.
The battery system includes the battery, a battery charger, and the
necessary controls to maintain the battery in a charged condition. The battery
output is plus and minus 28 Vdc with a common connection, the 28 V to common
being used for the power conversion system controls while the 56 Vdc from the
plus to minus terminals is used to power the inverters during system startup
and shutdown. The battery is sized to provide for two system startups and
one system shutdown without recharging, plus an ample reserve.
The transformer-rectifier unit converts the alternator UOO-Hz out-
put to direct current to meet the power conversion system steady-state dc
requirements. In addition, 28 Vdc is required for system controls and 150 Vdc
is used to power the electromagnetic pump inverters.
Battery voltage
Transformer-Rectifier Voltage
6.9-3 Switchgear
The SWAP-8 power conversion system requires the following items of
switchgear to perform the necessary power switching operations:
• Vehicle load breaker to connect the vehicle load to the power
conversion system.
• Motor transfer contactors to transfer the pump motors from
inverter power during startup and shutdown, to alternator
power for steady state operation.
• Inverter dc contactor to connect the inverters to the dc
power supply.
6.9.3-1 Vehicle Load Breaker
The vehicle load breaker is a three-pole, single-throw, 175-amp
hermetically sealed relay. It has two operating coils, a closing coil and a
trip coil which operate on a current pulse to latch in either open or closed
position. A set of single-pole double-throw auxiliary contacts are rated at
5 amps.
An available, hermetically sealed aircraft contactor was selected
for use as the vehicle load breaker. A rating summary of this unit is shown
on the following table.
Vehicle Load Breaker Rating Summary
Main Contacts
175 amps Three-pole single throw
120/208 V
60/400 Hz
C ont inuous Duty
Interrupting Capacity: 2000 amps
Auxiliary Contacts
5 amps Single-pole double throw
Coil operating voltage 28 Vdc
Pickup voltage 18 Vdc
Coil current (latched-pulsed) 5-5 amps
Minimum operating pulse time 0.035 sec
Ambient temperature -65°C (-85°F) to +125°C (+257°F)
Weight 5-5 lb
Size U.3 x 4.3 x 5.5 in.
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6.9-3«2 Motor Transfer Contactors
The motor transfer contactors are three-pole double-throw power
relays rated 50 amps. The relay is designed to be held in the energized
position by an electromagnetic coil and in the de-energized position by a
permanent magnet. The motor transfer contactors are installed in the SNAP-8
system so that the long-term operation is with the relay de-energized and the
pump motors connected to the hOO-Ez alternator power source. The pump motors
are connected to the inverter power source when the relay coil is energized.
By operating the relay in the de-energized position during long-term operation
of the power conversion system, the reliability of the relays are enhanced.
An available, hermetically sealed aircraft power relay was selected
for use as the motor transfer contactor. A rating summary of this unit is
given in the following table.
Motor Transfer Contactor Rating Summary
Type: Three-pole double-throw
Contact Rating:
50 amps continuous duty
120/208 V
UOO Hz
500 amps interrupting capacity
200 amps motor starting capacity
Coil Operating voltage - 28 Vdc
Pickup voltage - 18 Vdc
Ambient temperature - JO°C to +120°C
Weight - 1.7 Ib
6.9.3.3 Inverter DC Contactor
The inverter dc contactors are required to connect the inverters to
the dc power supply. They are single-pole, single-throw, hermetically sealed
units, designed to the same general requirements as the other SNAP-8 system
switchgear.
The specification and selection of the inverter dc contactor is
dependent upon the power requirements of the inverters which they control.
This work was not completed at the time of the program termination.
6.9-^ Electrical Distribution and Harness System
The function of the SNAP-8 electrical distribution and harness
system is to distribute control and output power among the various electrical
components. It consists of the electrical wiring between the electrical
components and includes the following power networks:
• UOG-Hz alternator power system
• 56 Vdc inverter input power
• 28 Vdc control power
• Adjustable frequency inverter output power
Various concepts of electrical distribution and harness systems
have been studied during the evolution of the SNAP-8 power conversion system.
These have included:
• Open bus system for high current using round tabular anodized
aluminum conductors.
• Hermetically sealed wiring system using insulated conductors
in a conduit filled with inert gas.
• Unsealed cables made from high-temperature insulated wire
cooled by conduction and radiation.
All harness systems featured welded connections and avoidance of
splices to provide maximum reliability.
The final selection of the electrical harness and distribution
system must consider the requirements of the exact application for which
it is to be used. Factors to be considered include:
• Mechanical environment such as shock and vibration
requirements
• Insulation requirements such as temperature, atmospheric
pressure and presence of contaminants such as mercury, NaK,
lubricants, moisture, and salt spray
• Shielding for electromagnetic interference.
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7.0 INSTRUMENTATION
During the SNAP-8 development program, many component and system
tests were performed. These tests were conducted in loops containing the
SNAP-8 working fluids - NaK, mercury, and polyphenyl ether. To operate and
control the test loops, and to obtain performance data, a variety of instru-
mentation was used. This section of the report describes the various unique
instrumentation designs and applications that were used in these test loops.
A number of instrumentation sensing devices were also tested, and results of
these tests are discussed.
The largest and most significant SNAP-8 test loop was designed for
testing the 35~kWe system. In this loop, more than 800 measurements were
made:
Type Quantity
Current (transmittal signal) 25
Current (visual) 20
Frequency (transmitted signal) k
Frequency (visual) 2
Flow 20
Fluid Level 20
Position 10
Pressure (transmitted signal) 69
Pressure (visual) 69
Pressure (switches) 6
Rotational speed
Temperature hhO
Vacuum 15
Vibration 9
Volts (transmitted signal) 26
Volts (visual) h~L
Watts (transmitted signal) 21
Watts (visual) 19
Total: 821
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Approximately 320 of the transmitted signals were recorded on a
digital data acquisition system. A variety of conventional indicators and
recorders were vised to indicate and record the other transmitted signals.
Various conditioners and amplifiers were employed to convert signals from
the test-loop sensors and transducers to signals suitable for recording.
The instrumentation components that were mounted in the test loop
were an integral part of the SNAP-8 system, since they came in intimate con-
tact with liquid metals and had to operate at relatively high temperatures.
Each measurement variable (such as pressure, temperature, and flow) will be
discussed separately; and where appropriate within each measurement type, the
application to NaK service will be separated from that of mercury service.
T.I PRESSURE MEASUREMENTS - TRANSDUCERS
Pressure transducers were employed for two reasons. First, it was
desirable to ascertain the capabilities of these transducers so that they
could be proven for eventual use in space missions. Second, the millivolt
output signal of aerospace-type pressure transducers is compatible with the
digital data acquisition system and recorders that were used in SNAP-8 com-
ponent and system tests. (Industrial-type pressure transmitters have either
a 3~to-15 psig pneumatic output signal or a 4-to-20 milliampere electrical
output s igna1.)
Three types of commercially available pressure transducers were
evaluated during the SNAP-8 test program. These transducers operate on
variable-reluctance, potentiometer, and strain-gage principles. After a con-
siderable amount of testing, strain gage transducers were adopted as the
standard and used exclusively.
The variable-reluctance transducer system proved to be unreliable
(poor transducer operation, signal conditioner drifting, or both). Also, the
variable reluctance circuit cannot be checked out electrically after the trans-
ducer is installed in the test loop and while the loop is actually operating.
This can be done with strain-gage and potentiometer instruments, using shunt
calibration methods. Therefore, confidence in the accuracy and reliability of
the variable-reluctance pressure transducers was further reduced.
The potentiometer pressure transducers are easily damaged by over-
pressure surges, particularly in the mercury loop, and wiper arms wore out
occasionally because the pressure medium fluctuated slightly over one point
for long periods of time.
T.I.I NaK Service
In the selection, specification, and installation of pressure trans-
ducers for NaK service on the SNAP-8 system, the following potential problems
must be considered since they affect instrumentation design:
7-2
• Pressure measurements are made at locations where the NaK
fluid temperature can be as high as 1350r. Since pressure
transducers cannot operate at this temperature, some form
of cooling mechanism must be provided.
• NaK is highly corrosive, therefore, transducer materials must
be carefully selected and specified.
• Dissolved sodium oxide is present in NaK and will precipitate
out rapidly at temperatures below 300°Fj this precipitate can
plug pressure taps and transducer ports. Judicious installa-
tion designs are needed to overcome this problem.
• Prior to filling the loop with NaK, the piping system is evac-
uated for long periods of time to detect any leaks. This
means that the transducer must be able to withstand a vacuum
without suffering changes in calibration or zero shifts.
The methods used to eliminate or minimize these problems are des-
cribed in the following paragraphs.
7.1.1.1 Cooling and Sodium Oxide Plugging
Since the upper limit of temperature compensation for strain-gage
pressure transducers is 600 F for absolute pressure transducers, and hOO F
for differential pressure transducers, these transducers must be kept at or
below the above-mentioned temperatures when they are used to measure the
pressure of a medium at 1350 F. The easiest method of cooling a pressure
transducer is to connect it to the process piping with a "stand-off tube".
In NaK service, the length of this tube is critical. A long stand-off tube
will reduce the temperature of the NaK that comes in contact with the trans-
ducer to such an extent that the sodium oxide present in the NaK will precip-
itate out in this "cold trap." Eventually, a solid sodium oxide plug will
form between the transducer and process line and prevent the pressure trans-
ducer from sensing the actual pressure in the process piping. Since operat-
ing conditions will vary with each application, the following rule of thumb
is useful: Make the stand-off tube long enough so that the temperature of
the NaK contacting the pressure transducer is within the compensated tempera-
ture range of the transducer, and make the tube short enough so that the
temperature of the NaK contacting the transducer is above 300 F, the approxi-
mate cold-trap temperature.
7.1.1.2 Specifications
Detailed specifications were written to meet the transducer design
requirements. The significant information from these specifications is sum-
marized below.
a. Absolute Pressure Transducers for NaK Service.- Unbonded strain-
gage pressure transducers with a compensated temperature range to 600 F can
operate at temperatures up to 700 F, but can withstand an over-range pressure
of only two times their rated range. A 3/8 in. OD x 0.0^ 9 in. wall, Type 3l6
stainless steel stand-off tube is used with mounting stubs welded to the
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transducer body.' The space inside the transducer between the diaphragm and
pressure port is in the shape of a truncated cone to allow for drainage of
precipitated sodium oxide out of the transducer.
b. Differential Pressure Transducers for NaK Service.- Unbonded
strain-gage pressure transducers with a compensated temperature range to UOO F
are prepared. These transducers provide high operating temperature capability
at the sacrifice of over-range protection. The pressure ports are located in
a vertical position to provide maximum draining.
7.1.1.3 Installation Design and Testing
Pressure transducers in NaK service should always be mounted above
the process piping to aid the draining of precipitated sodium oxide back into
the test loop. To prevent plugging of the transducer or the stand-off tube,
a secondary installation "crutch" can be employed. A sketch of this installa-
tion method is shown on Figure J-1.
To ascertain the optimum length of the stand-off tube between the
pressure transducer and the process piping, a thermal profile of the tube and
the transducer was established by mounting thermocouples on the tube and trans-
ducer. Test variables were (l) the NaK temperature in the process piping, and
(2) thickness of insulation surrounding the process piping.
The conclusions from this test program are summarized in Figure 7-2.
The length of transducer stand-off tube required to maintain a temperature of
300 F at the transducer diaphragm is shown as a function of the process NaK
temperature for two process pipe insulation thicknesses.
7-1.2 Mercury Service
The design considerations for the selection, specification, and
installation of pressure transducers for mercury service are different than
those for NaK service. The following are the most important factors influenc-
ing design.
• Process temperatures up to 130CTF are encountered in the
system.
• Mercury tends to dissolve containment materials. Alloys
susceptable to mercury attack can erode rapidly.
• Fast-acting valves in the mercury loop can cause high
pressure surges (water hammer).
• Vacuum conditions exist in the mercury loop for long periods
of time prior to mercury injection.
The effect of these factors on the design of mercury pressure
transducers is explained in the following paragraphs.
CONVECTION SECTION
I INCH DIA. PIPE
PROCESS PIPE
TRANSDUCER
3/8 INCH DIA. STAND-OFF
TUBE, STAINLESS STEEL
0.049 INCH WALL
INSULATION
Figure 7-1 Installation of NaK Pressure Transducer Showing
Stand-Off Tube Used to Protect Transducer
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Figure 7-2 Transducer Stand-Off Tube Length Required to Maintain
300°F at Transducer as a Function of NaK
Temperature and Process Pipe Insulation Thickness
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T.I.2.1 Transducer Cooling
In mercury service, stand-off tubes are used to cool transducers.
Since no plugging problems exist as vith NaK service, the length of this tube
is not critical; it must only be long enough to cool the transducer to well
within its compensated temperature range.
7-1.2.2 Installation for Mercury Liquid Service
In mercury liquid service, the transducer should be installed in a
slightly downward position from the process piping. A good rule of thumb is
to install it so that an angle of approximately 7-1/2 degrees is created
between an imaginary horizontal plane passing through the center of the pro-
cess pipe and the transducer stand-off tube. This allows a layer of cool
nercury liquid to permanently come in contact with the transducer diaphragm.
f.1.2.3 Installation for Mercury Vapor Service
In mercury vapor service, the transducer must be installed in a
position below the process line to obtain the cooling protection of the con-
lensed mercury that will permanently stay in the stand-off tube between the
transducer diaphragm and the loop piping. If the transducer is installed
bove the piping, mercury vapor at 1200 F will continually reach the pres-
ure transducer and cause permanent damage.
When the transducer is installed below the process line, a condens-
ing process continuously takes place in that part of the stand-off tube closest
to the mercury vapor piping. This poses a special problem as follows: When
mercury condenses, it contains no elements in solution. Therefore, it tends to
dissolve the metals with which it comes in contact until it is saturated with
the elemental metals present in the containment alloys. If this containment
alloy is positioned in such a manner that the condensed mercury continually
flows away and vapor continues to condense, a condition termed "condensing
reflux" exists. Under these conditions alloys susceptible to mercury corro-
sion can erode very rapidly.
This phenomenon was noted in the Type 316 stainless steel pressure
transducer stand-off tubes that were first used in SNAP-8 mercury vapor serv-
ice. A corrosion rate of 0.01 inch per 1000 hours of operation at 1250°F and
275 psia was observed. Therefore, in subsequent installations, short stubs
of 9Cr-lMo steel were used to connect the mercury vapor process piping to the
Type 316 stainless steel stand-off tube of the pressure transducer. A typical
installation of this type is shown in Figure 7~3«
7.1.2.^ 4- Over-Range Protection
During early phases of the SNAP-8 program, a considerable number of
pressure transducers, especially differential pressure transducers, were
damaged in the mercury loop by water hammer effects which cause momentary high
over-pressures in the process piping. These overpressures permanently deform
the transducer diaphragm which results in an erroneous output signal. Water
hammer is generated in the mercury loop by fast opening and closing valves
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which protect important pieces of equipment. No experimental data are avail-
able regarding the actual value of these surges. However, using conservative
methods of calculating water hammer, a calculated value of 528 Ib/in. above
ambient pressure is obtained for a typical situation in the SNAP-8 mercury
liquid piping.
For absolute pressure measurements the damage due to over-ranging
of pressure transducers was eliminated by the use of bonded strain-gage pres-
sure transducers that employ an overload stop to prevent the deformation of
the transducer diaphragm. The construction of this type of transducer is
shown in Figure J-k-. Early versions of this instrument provided 10:1 overload
protection. Subsequent models were built and used that have a 15:1 overload
protection range.
In the case of differential pressure measurements, the water hammer
problem is more severe. For example, flow in the liquid mercury loop is
measured with a venturi that creates a pressure drop of 15 psid at nominal
flov. A 0-30 psid range differential pressure transducer used to measure
this pressure drop would only survive a 300 psi (ten-times rated range) pres-
sure surge. This problem vas solved by the use of two protection methods.
First, small orifices vere made in the lines from the venturi to the trans-
ducer to dampen the shock waves. Secondly, a 0-100 psid differential pressure
is used, but it is calibrated in the signal conditioner-recorded system only
from 0-30 psid. Thus, a 1000 psid (ten-times rated range) over-range protec-
tion is obtained.
7.1.2.5 Specifications
Several specifications for both absolute and differential mercury
service pressure transducers were written. Although these specifications
primarily concern mercury service, they also incorporate features useful in
NaK loops. Salient features of these specifications are described below.
a. Absolute Pressure Transducers.- Bonded strain-gage pressure
transducers are specified but with a cleaning port and an external shunt to
provide calibration capability. Other interesting features are the require-
ments for operation at 5 x 10"-^  mm mercury vacuum, high overload protection,
and thorough helium leak and dye penetrant inspections.
b. Differential Pressure Transducers.- Bonded strain-gage differ-
ential pressure transducers are specified but with high over-range protection
and external shunt calibration capability. It does not permit the use of a
fluorinated compound as a filling fluid. Fluorinated hydrocarbons, normally
used by transducers manufacturers to fill the space created between the tvo
diaphragms of a differential pressure transducer are not permitted. If a
differential pressure transducer filled with a fluorinated compound should be
damaged, this fluid could come in contact with NaK and a small explosion
could occur.
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7.2 PRESSURE MEASUREMENTS - VISUAL GAGES
Visual pressure gages were -used in the SWAP-8 test loops as a
backup for pressure transducers and to make noncritical pressure measurements.
Both absolute (or gage) and differential pressure gages were utilized. They
were installed according to the same general rules that were described previ-
ously for pressure transducers.
7.2.1 Absolute Pressure Gages
Bourdon tube gages were used for visual absolute pressure measure-
ments. All pressure gages were purchased with Type 3l6 stainless steel
bourdon tube, socket, and tip.
These pressure gages do not 'incorporate temperature compensation,
therefore, tests were conducted to determine the thermal shift of these pres-
sure gages with test cell temperatures of from 70 to l6o F. From these tests
it was concluded that, above 50$ of full-scale reading, the thermal shift
error is reasonably constant and equal to approximately + 1$ of the reading
for every hO F step above ambient temperature.
7.2.2 Differential Pressure Gages
Pneumatic, bellows diaphragm differential pressure gages with mechan-
ical linkages were used on the SKAP-8 test program. These gages were tested to
ascertain their accuracy at elevated test-cell temperatures. They were cali-
brated and then thermally cycled from room temperature (78 F) to 175 F- It was
determined that, within this temperature range, a thermal zero shift of +0.15
to -0.5$ (full scale) occurred and a thermal sensitivity shift of +2.5 to -3.0%
(full scale) occurred. Special correction curves were drawn to compensate for
these errors.
7.3 TEMPERATURE MEASUREMEMES
The two most common devices for measuring temperatures that mus4:.
be recorded are thermocouples and resistance thermometers. During early
phases of the SNAP-8 program, both of these temperature sensing devices were
used. The use of platinum resistance thermometers, however, was discontinued,
and Chrome1-Alumel (ISA Type "K") thermocouples were used exclusively for the
following reasons:
• Standardization on Chromel-Alumel thermocouples simplified
calibration, check-out, and data reduction procedures.
• The advantage of platinum resistance thermometers over thermo-
couples (especially at 1300 F where most of the important
temperatures are measured) is doubtful. Chromel-Alumel is very
stable at 1300 F (no long-term history at this temperature for
platinum resistance thermometers exists). Also, the applica-
tion error is just as large for a resistance thermometer as it
is with a thermocouple.
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• Signal conditioners required for use vith resistance thermom-
eters are more difficult to use than thermocouple reference
junctions.
• Since not all platinum resistance thermometers have the same
(identical) calibration curve, many channels must be checked
out separately and individual calibration curves must be
obtained and incorporated into the data reduction programs.
Two types of thermocouples were used on the SNAP-8 test program:
probes with thermowells and surface thermocouples.
7-3-1 Thermocouple Probes
Thermocouple probes were installed in the SNAP-8 system test loop at
locations where highly accurate measurements were required (for example, NaK
and mercury boiler outlet temperatures). These thermocouple probes were
installed with thermowells; a photo of both thermocouple and well is shown on
Figure 7-5.
7.3-2 Surface Thermocouples
Most temperature measurements in the test loops were made with
surface thermocouples. A typical thermocouple installation (before insula-
tion) is shown on Figure J-6 which shows the ceramic insulators and welding
strap that make this instrument so reliable. This type of thermocouple is
highly accurate in liquid metal service because of the very high film co-
efficients associated with liquid metals and because of the thick layers of
insulation used to cover the thermocouple and the piping.
7.14- FLCW MEASUREMENTS
Three types of flow measuring devices were successfully employed in
the test loops: venturi flow tubes, magnetic flowmeters, and turbine-type flow
transducers. Design, calibration, and test experience with these instruments
is described below.
7.4.1 Venturi Flow Tubes
Venturi flowmeters were used in conjunction with differential pres-
sure measuring devices in both NaK and mercury test loops. Figure 7~7 shows
the design for the Type 316 stainless steel venturi used to measure the
mercury vapor flow at the boiler outlet 35~kWe system. The annular sections
shown in Figure 7-7 permit the circumferential averaging of the upstream and
throat pressure measurements.
7.4.1.1 Liquid Service
Venturi flow tubes for NaK and liquid mercury service were calibrated
with water at Reynold's numbers equivalent to the SNAP-8 system flow require-
ments. The water calibration data were converted to give a curve of Reynold's
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Figure 7~5 Immersion Thermocouple and Well
Figure 7-6 Typical Surface Thermocouple Installation
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number vs discharge coefficient of the venturi flow tube. Data from this
curve vere then used to calculate the values required to plot a curve of
flow vs differential pressure for the venturi.
7.U.I.2 Vapor Service
The mercury vapor venturi shown in Figure 7-7 was designed and
fabricated at Aerojet. After construction, it was shipped for calibration
to the Colorado Engineering Experiment Station in Boulder, Colorado, an
organization specializing in gas flow research and flowmeter calibrations.
The calibration results showed a venturi discharge coefficient of 0.98 at
a Reynold's number of 100,000, exactly as predicted by ASME published data.
7.U.2 Magnetic Flowmeters
Magnetic flowmeters for NaK service were used as backup instruments
to the venturi tubes and where flow measurement with a venturi was impractical
(for example, where flows are low and differential pressure measurements are
difficult). They also serve as excellent flow measuring devices in NaK puri-
fication loops where they are used in conjunction with cold-trapping systems.
The magnetic flowmeters used proved to be very reliable instruments.
While they were not flow calibrated, flows were obtained by theoretical equa-
tions (see below). Flowmeters installed in series with venturi tubes gave
data that agreed within +5$ of venturi results.
Electromagnetic flowmeters cannot be calibrated with water in a
conventional hydraulic laboratory because water is a nonconductive fluid.
However, a calibration curve can be calculated. The method and equations
used in calculating the flowmeter calibration curves are defined in
Reference 66.
7.U.3 Turbine-Type Flow Transducers
All SNAP-8 rotating machinery (pumps, turbine, alternator) are cooled
and lubricated with an organic fluid. Turbine-type flow transducers are used
to measure the flow of this fluid. For flow in the 1500-2500 Ib/hr range,
transducers with conventional magnetic pickups which sense the rotational
speed of the rotors are used. In applications where very low flows have to
be measured (100-150 Ib/hr), turbine flowmeters are used which include an
oscillator-preamplifier system to sense the rotor rotational speed. This
eliminates the need for a magnetic pickup and its accompanying drag on the
rotor, an undesirable feature which results in inaccuracies at low flows.
All turbine-type flow transducers were periodically recalibrated.
Meters with magnetic pickups never indicated any changes in calibration
factors. However, the extremely small transducers with the oscillator-
preamplifier system have a tendency to wear out after approximately 2500 hours.
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Turbine-type flow transducers were calibrated by the instrument
manufacturers with water and with oil having the same kinetic viscosity as
the lubricant-coolant fluid.
7.5 LEVEL MEASUREMENTS
During early phases of the SNAP-8 test program, all level measure-
ments were made with contact probes using an electrical insulator between the
probe and the tank, as shown in Figure 7~8. These instruments operate on the
principle that, when NaK comes in contact with the probe, the electrical cir-
cuit is completed causing current to flow which lights a lamp or actuates some
type of indicating device. These probes proved to be unreliable. Most fail-
ures were caused by electrical shorts of the probe to the tank due to wetting
and/or sodium oxide buildup between the probe and the tank.
Since level measurements are of vital importance during startup,
shutdown, and steady-state operation, it became evident that the level measur-
ing devices had to be improved. An extensive design and development effort
was launched to obtain more reliable methods of level measurement. A detailed
description of the types of level probes investigated during the development
effort and the designs employed in the test loops is contained in Reference 6?•
A brief description of each of the basic level probes which were developed is
presented below:
7.5.1 Digital Level Probe - Welded Installation
This design, shown in Figure 7~9> operates in the following manner:
When the NaK level is below the tip of the probe, electrical current flows up
through the sheath and the voltage drop across the sheath is relatively high.
As the level in the tank rises, NaK contacts the probe tip causing current to
flow through the NaK to ground which decreases the sheath voltage drop. This
step change in voltage drop is detected as a digital level measurement.
7.5.2 Analog Straight Level Probe - Top Entry
Originally, NaK analog level measurements were primarily made with
top-entry "j" probes. However, the bent sections often failed due to thinning,
the probes were difficult to install and remove, and their sensitivity was low.
Bottom entry probes were often inaccessible and they introduced the possibility
of dangerous NaK leaks. Therefore, an analog straight-level probe with top
entry (shown schematically on Figure 7-10) was developed. The probe was made
by adding an extension piece to a digital probe. In operation, when NaK
touches this extension, a second electrical parallel path is created. The
voltage drop across the parallel paths is measured to obtain a signal which
is proportional to the tank level. This system also provides a digital check
point when NaK first touches the extension since an abrupt change in voltage
drop occurs.
INDICATOR
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Figure 7-8 Contact Probe Installation and Electrical Circuit
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Figure 7~9 Digital Level Probe Installation and Electrical Circuit
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7.5-3 Combined Analog-Digital Probe
To provide added confidence in the accuracy and reliability of
level measurements, the combined analog-digital probe shown in Figure 7~H
vas designed. It utilizes a multiconductor material in which two conductors
are used for the analog system and others with digital circuitry to provide
digital check points on the analog measurements.
7.5.U Analog Level System - Top Entry "j" Probe
This method is shown in Figure 7-12. Changes in level are detected
by the varying voltage drop across the vertical upward portion of the "j".
7.6 VIBRATION MEASUREMENTS
The SNAP-8 vibration measurements cannot be considered part of
liquid metal instrumentation, as such. However, the vibration measurement
system used during the 35"kWe system tests is worthy of a brief summary.
The vibration sensors are piezoelectric accelerometers connected
to charge amplifiers. The noteworthy features of this vibration measurement
system are its versatility and capability to record continuously.
A block diagram of the entire vibration measurement system is shown
in Figure 7~13- It consists of twelve channels that can be monitored in sev-
eral ways. All twelve channels are wired to a high-speed tape recorder. This
recorder is turned on manually for short periods of time at "data points" and
during startup and planned shutdown periods. The recorder will also turn on
automatically when an unscheduled emergency shutdown occurs.
Four critical channels are also recorded on two separate tape
recorders that operate continuously. These recorders always have one hour
of previous data stored on their tapes, thus providing a record of any mal-
function or failure. A sonic analyzer graphically displays frequency versus
acceleration information, and an audio system provides sounds that are pro-
portional to acceleration. Selector switches permit the display of any
accelerometer output signal on the sonic analyzer or its audible presentation
through the audio system. Playback of any channel from any recorder on the
sonic analyzer or the audio system is also possible.
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Figure 7-12 Analog Top Entry "J" Level Probe and Electrical Circuit
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Figure 7-13 Vibration Measurement System Block Diagram
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8.0 CONCLUSIONS
8.1 GENERAL SNAP-8 DESCRIPTION AND PROGRAM RESULTS
The objective of the SNAP-8 program was to establish the technologi-
cal base for the subsequent development of mission-capable mu.ltikilowatt mercu-
ry Rankine-cycle space power systems. The SNAP-8 system is designed for a
five-year operating life, man-rated operation, and restartability. The deliv-
erable power output capability spans the range from an initial value of 30 kWe
to 90 kWe for the final version. Electrical power is generated by a turbine-
alternator in a mercury Rankine-cycle loop. Heat is transferred to the mercury
loop from the nuclear heat source by means of sodium potassium eutectic alloy
(NaK) subsystems. Heat is rejected from the mercury loop to another NaK sub-
system which in turn radiates the system waste heat to space. Up to 600 thermal
kilowatts are required from the heat source depending upon the system electrical
power output.
Specific conclusions associated with the SNAP-8 system technology
are presented in the following sections.
8.2 SYSTEM LEVEL
The following conclusions concern system level design, analysis, and
testing:
(1) The existing component configurations can be integrated into a
system capable of producing 35~kWe net output.
(2) The existing component designs could be combined to provide a
system capable of delivering 90 kWe, corresponding to a system
efficiency of 15$ with a 600-kWt heat source subject to the
following considerations:
• The turbine design would be changed from an impulse turbine
with a lU-psia vapor exhaust pressure to a reaction turbine
with a 2- to 3~psia vapor exhaust pressure. The design of
the modified turbine has been completed under this program.
The alternators associated with the reaction turbine would
be the same configuration as the alternators developed and
tested during the SNAP-8 program. The thrust loads associ-
ated with a reaction turbine design are eliminated by design-
ing a dual mercury flow path unit with one alternator at
each end of the shaft. In addition, the two alternators are
required to produce the higher power levels.
• The remaining components are either identical in design to
those fully developed during the SNAP-8 program, or represent
simple extrapolations from 'existing design concepts. An
example of the former is the condenser of which two are
e^quired of the present configuration for a 90-kWe system.
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An example of the latter is the boiler which would use the
same basic construction as the 35~kWe system boiler, but
would require additional mercury flow tubes.
(3) A product improvement program from the 90-kWe system baseline
would lead to a SMP-8 system which would produce 120 kWe with
a system efficiency of 20% when provided with a 600-kWt heat
source.
(U) The system startup sequence has been demonstrated during test
and can be applied without violating power conversion system
or nuclear system limits.
(5) A low-volume power conversion system with a 90-kWe output capa-
bility has been designed within an envelope 5 x 12 x 10 ft
(height).
(6) Material barrier problems have been resolved and system and
component materials have been selected; for example, the mercury
boiler containment material is tantalum, piping systems are
fabricated from Type 316 stainless steel, mercury condenser
tubes are high chromium steel (9$ chrome, 1% molybdenum, balance
iron).
(7) An on-line backup pump with 10 to 20$ rated flow capability is
required in the reactor primary loop to prevent a reactor over-
temperature excursion during a loss-of-flow incident.
(8) System design and fabrication should apply the liquid metal
system operational methods and procedures successfully developed
and applied during the SNAP-8 testing program; for example:
• Purify liquid metal (sodium-potassium) systems to the
10 ppm (oxygen) range prior to operation, over a period
of one or more days.
• Use chloride-free solvents during Type 3l6 stainless steel
cleaning and inspection operations (dye-penetrant inspection),
• Use chloride-ion-free insulation systems as defined by
military specifications.
• Protect mercury loop from oil contamination due to back-
streaming from the vacuum pumping station through the use
of cryopump traps.
8.3 COMPONEIW AND SUBSYSTEM LEVEL
The following conclusions concern component design, analysis, and
testing:
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(1) Mercury boiler and condenser heat exchanger analysis methods and
designs have been developed, documented, and verified in test.
(2) Components which have been developed are capable of the long-
life operation required for the SNAP-8 system. A summary of
achieved operating performance is presented in Table 8-1.
(3) The developed speed control system operates with no indication
of instability, even during operations involving full alternator
output load changes.
(h) The dynamic shaft seal designs developed for the mercury pump
and the turbine-alternator performed successfully and are con-
sidered to have advanced the state-of-the-art of dynamic seals.
(5) Stellite 6B exhibits a phase change from face centered cubic to
close packed hexagonal crystal structure when exposed to 700°F
and greater temperatures for extended time periods.
(6) The parasitic load resistor can be used in applications requir-
ing a highly reliable immersion type of heater which is hermeti-
cally sealed and can operate in the 50-kW range.
(7) Techniques for fabricating tantalum/stainless steel bimetallic
joints have been developed and successfully tested.
(8) The state-of-the-art for level probe designs for use with liquid
metal systems has been advanced.
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TABLE 8-1 TEST RECORD FOR SNAP-8 POWER CONVERSION SYSTEM COMPONENTS
Component
Turbine -Alternator
Mercury Pump
NaK Pump
Lubricant -Coolant Pump
Boiler, Tantalum
Condenser
Alternator
Parasitic Load Resistor
Valves :
Mercury Flow Control
Double Solenoid
Electrical System (5)
Power Factor Correction Ass'y
TOTAL
Cumulative Operating Hours*
Total
Hours
15717
30U23
56^ 93
605T8
25601
208^ 2
2^609
1U23U
10319
90568
U2066
12329
U2051U
No. of
Units
Tested
7
6
11
7
1*
3
5
2
1
13
3
l
Individual Unit,
Maximum Hours
12UU2
12227
10362 (1)
2U862 (2)
15125 (3)
l62?U
23130 (U)
13295
10319
12M*2
25682 (6)
12329
Startup Cycles
Individual Unit,
Maximum
135
109
786
570
135
li*
135
81
59
135
156
63
(1) Second and third units operated 9560 and 7028 hours.
(2) Second and third units operated 153^ 5 and 11+521 hours.
(3) Second unit operated 8699 hours.
(U) Second unit operated 12^ 42 hours.
(5) Includes speed control, voltage regulator, and electrical protective system.
(6) Second set operated 12996 hours.
* Operating hours were accumulated in one system test facility, two pump test
facilities, one electrical test facility, and represent the achievement of
specific test objectives of which endurance vas one part.
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